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Photograph shows a mould being poured on the August’s Mould 


Conveyor which is part of the large August’s Mechanised Sand Plant. 


Photograph by courtesy of THE INTERNATIONAL HARVESTER CO. OF GREAT BRITAIN LTD., DONCASTER 
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Foundry Equipment Exhibition 


Last Thursday saw the opening of the Foundry Exhibition at Bingley Hall, 
Birmingham, by Sir Frederick Scopes. We candidly confess to being astounded 
at the bright and colourful setting, the wealth and diversity of the machines 
shown, and the large attendance of visitors. It is by far the largest foundry 
exhibition—except for one internationally-sponsored occasion—ever staged in 
Europe. Compared with American exhibitions, catering for a huge industrial- 
ized continent, it is about half as big, with (if the publicity people are to 
be believed and allowing for equal exaggeration on both sides of the Atlantic) 
the value of the British exhibits equivalent to two-thirds that of the American 
show. 

It is interesting to see how methods of showing pig-iron have changed 
over the years. Originally, pictures were shown. Then, later, a spiral was 
machined from a pig and had a weight suspended from it to show the resilience. 
Now, by means of a talking picture, the story of special pig-iron is given as 
to its method of production and the quality control imposed. Thus, a static 
exhibit has been changed into a dynamic one. Other exhibitors are using 
the same technique; one has created much interest by showing the lintel of 
a furnace used by the inventor of the cupola, John Wilkinson, in association 
with other displays of historical interest. Wherever possible, the foundry 
machinery firms have “live” exhibits. The decor of some stands is par- 
ticularly pleasing. The grey chosen for painting the plant is lighter than 
usual and the furniture on the stand chosen to match. It is gratifying to see 
quite a number of stands devoted to patternmaking and the quality of the 
patterns shown is above criticism. These stands are a useful adjunct to 
foundry equipment exhibitions. The National Foundry Craft Training Centre 
is operating a miniature foundry ; this has the double advantage of showing 
the boys the machines and raw materials they may be called upon to use in 
the future and to the foundry executives the new type of youth coming along 
to serve the industry of tomorrow. 

Because of the initial success of the Exhibition, there is talk of the next 
one, its time and increased scope. We believe it is far too early to speculate, 
for it is essential first to study the balance sheet, even though the show is 
sponsored by a non-profit-making body—the Foundry Trades’ Equipment and 
Supplies Association. Timing, too, is important for the equipment firms do 
not develop new plant every few months, and there is no worse publicity for 
manufacturers to have to report “ they are again showing their well-known . . .” 
As for dilation by the exhibition of castings, we do not feel founders would be 
greatly rewarded financially. Before such a step is taken, the results of the 
American efforts in this direction, which involve a separate exhibition, should 
be studied. Finally, from real knowledge, we congratulate the president of 
the Exhibition Committee, Mr. Gavin Paterson, and his colleagues, on the 
success that has crowned their months of really hard work. 
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“Open House” at Linslade Works 


Foundry Equipment, Limited, is holding “open 
house” at their Leighton Buzzard works this week, 
during the run of the Foundry Exhibition in Birming- 
ham. The writer would have liked to have seen their 
participation at Bingley Hall, but the board of this com- 
pany specially wished to stress some plant which was 
far too big for operation in a trade show. Amongst 
items shown the JoURNAL representative, was a tractor- 
type sand-throwing machine carrying its own supply of 
sand and mounted on a 50-ft. length of railway track. It 
was of the type where the operator sits on the end 
of the impeller arm and has a full view between his 
knees of the stream of sand, this view being aided by 
a strong beam of light. The impeller box being larger 
than those previously made now carries a three-bladed 
thrower. This, the writer was informed, very materially 
improves the output of rammed sand, and enhances 
blade life. The stream of sand attains a speed of 
120 miles per hour. (A description of this new 
machine is to appear in the columns of the JOURNAL 
in the near future.) Two small stationary-type sand 
rammers were also shown in action. 

A very interesting exhibit was a long length of 
pendulum conveyor carrying cores. Instead of a chain, 
short lengths of wire rope connected the various units; 
it was particularly smooth running and was activated 
by a I-h.p. motor. A modified Sutter shell-moulding 
machine, built at Linslade Works, was operating under 
works conditions, and this was supplemented by several 
other types of shell-moulding and other machines. 
Altogether it was a very impressive exhibit. 

Since the writer last visited the works there has 
rome into being a new oil-fired boilerhouse for heat- 
ing the works. Another new extension is a fine lofty 
erecting shop, and here it was pleasing to see one 
machine ready for export to Russia, and a batch of 
sand rammers destined to work in United States’ 
foundries. About 400 men are employed at the 
works, all solely engaged on the production of foundry 
equipment. 

Across the road from the Linslade Works, is the 
firm of Austin S. Beech, Limited, which manufactures 
valves used in connection with the automation of 
foundries and other industries. The products of this 
company are fine examples of precision engineering. 





Sandwich Course in Foundry Techniques 


Bolton Technical College, Manchester Road, Bolton, 
Lancs, has issued through its department of mechanical 
engineering, a prospectus covering a sandwich course 
for advanced studies in foundry techniques and tech- 
nology for the College diploma in foundry practice. 
The course starts in September each year and finishes 
in March. It is a two-year course, each year costing 
£18 18s. The necessary qualifications for the accep- 
tance of students are detailed in the prospectus which 
is available to readers on writing to the principal of the 
College. 





GEORGE COHEN SONS & COMPANY, LIMITED, have 
been appointed by John Barnsley and Sons, Limited, 
of Netherton, Worcestershire, as sole agents in Scot- 
land, Ireland and South Wales for the Barnsley range 
of electric overhead-travelling and Goliath cranes. As 
a result of this agreement, the lifting and mechanical- 
handling department of George Cohens have been 
enabled to extend their already comprehensive range 
of light- and medium-capacity cranes into the heavy- 
duty category with overhead and Goliath cranes of up 
to 60 tons capacity and exceeding 100 ft. in span. 
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An Apprenticeship Problem 
Solved 


An apprentice patternmaker, Mr. David Slack (19), 
whose plight was mentioned during a recent Parliamen- 
tary debate on youth employment problems, is now 
back in work. He was dismissed from his job owing 
to the depression, as the firm to which he was inden- 
tured closed down. The matter was brought {o the 
attention of the Parliamentary Secretary to the Ministry 
of Labour who brought the whole resources of the 
Ministry to bear in an endeavour to try and find this 
boy—who, with his parents’ consent was willing to 
leave home and go anywhere in the country to be a 
skilled patternmaker—a continuation of his apprentice- 
ship, but no vacancy was found. The boy continued 
to try and find work on his own. He wrote to New 
Zealand and South Africa, but with no avail. 

He then made contact with a firm of management 

consultants; success met their endeavours, and now 
David is continuing his apprenticeship with Mr. D. P. 
Williams, whose firm is a member of the Engineering 
Industries Association Group Apprenticeship Train- 
ing Scheme, and whose patternmaking business is in 
Phipps Bridge Road, London, S.W.19. 
_ A comment typical of the membership of the 
National Society of Master Patternmakers, is why did 
not the boy or his parents write to the secretary of the 
Society? 





Latest Foundry Statistics 


Iron Castings: According to the Iron and Steel 
Board the production of iron castings in the first 
quarter of 1959 was 828,100 tons; for the similar period 
last year it was 961,150 tons. Production by district 
is shown in Table 1. 

TABLE 1.—Production of Iron Castings by District. 
! 
| Tron castings (tons). 





¢ wane 
First 








District. First 
| quarter. | quarter. 
| 1958. | 1959. 7 
Northern .. = a oe aa a 98,600 | 71,700 
North Ww est 100,190 383,850 
Yorkshire a sh al - od ..| 111,680 | 88,520 
East Midlands .. oni - aa -.| 193,410 166,370 
West Midlands = =e = ..]| 204,290 | 192,930 
Eastern and Southern Counties 96,070 | 92,160. 
Scotland and Northern Ireland 92,870 74,930 
Wales and Monmouthshire 64,040 57,640 
Total.. .. .. ..  ..| 961,150 | 328,100 





Copper-base Castings: The British Bureau of Non- 
Ferrous Metal Statistics reports that the March produc- 
tion of copper-base castings was 5,926 tons. 





Forty Years Ago 


In the May, 1919, issue of the JouRNAL, it was 
reported that there were 37 electric furnaces installed in 
steel foundries in the UK, and that these were turning 
out about 5,000 tons of steel per month. Also in this 
issue was printed a brilliant lecture on “‘ The Foundry 
from an Engineer’s Point of View,” given by Lieut. 
A. E. Bush, RAF, to a Coventry audience. The paper 
could well be regarded as a programme for future 
developments, since many of the faults the author 
associated with foundry practice have since been 
remedied. A full account is also given of the first 
ever visit to this country by a president of the 
— Foundrymen’s Association—Mr. A. O. 

ackert. 
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Visitors inspecting premises and plant at the headquarters of the British 
Cast Iron Research Association during the “Open Days” this week 
were impressed by the bold policy represented by the experimental hot- 
blast cupola installation—now almost ready for operation—in the 
Association’s melting shop. Supplied and mainly erected by Newton 
Chambers & Company, Limited, the plant (with the building con- 
versions) has cost about £60,000. For this, the Association now has 
fully-instrumented and versatile equipment capable of operating at a 
blast temperature of 800 deg. C., and thought to be unique in the whole 
world. From it, research results on melting practices may confidently 
be expected which will be of extreme value to all ironfounders. 


By far the greater proportion of the total tonnage 
of iron castings produced in the United Kingdom 
at the present time is melted in cupola furnaces, and 
as far as can be foreseen, this state of affairs is 
likely to persist for many years to come. The British 
Cast Iron Research Association has recognized for 
many years the desirability of installing an experi- 
mental cupola station to serve the needs of the 
industry in this country. It has also been considered 
that the installation should be on such a scale that 
the results would be applicable to industrial plant. 
Hitherto, the cost of installing and operating such 
a plant has been regarded as prohibitive. Now, how- 
ever. owing to the improved revenue of the Associa- 
tion in post-war years, the Council has found it 
possible to allocate a capital sum sufficient to finance 
the installation of such a cupola plant, which has 
been so designed that a very wide variety of prob- 
lems of either long- or short-term nature may be 
investigated. The cupola may be operated with cold 
or hot blast, with or without water-cooling, with 
acid, neutral or basic slags, and the effects of design 
factors may also be investigated. A comprehensive 
description of the various parts of the plant is given 
in what follows, the principai features being shown 
diagrammatically in Fig. 1, and Figs. 2 to 11 show 
details of the layout and construction. (It should 
be borne in mind that these photographs were 
taken of the plant during erection, and since then 
painting of the steelwork and tidying up of the 
site has been proceeded with.) 


Cupola 

Two Melting-zone Sections 

The cupola is of segmental construction, having 
interchangeable melting-zone sections. Two melting- 
zone sections have been provided, although the 
cupola may be adapted to operate with other 
different melting-zone designs if necessary. One of 
the melting zones is of conventional design with a 
parallel bore, to be used with a 9-in. thick refractory 
lining. The internal diameter of the cupola when 
lined is 30 in. The other melting-zone section is 
conical shaped, widening towards the lower end, 
and is provided with four protruding water-cooled 
copper tuyeres. This melting-zone section, which is 


illustrated in the drawing, will be operated without 
a lining, and the external surface will be extensively 
water-cooled. 


By the use of this melting zone, 





and with a suitable refractory in the well, the cupola 
may be operated over a wide range of slag com- 
positions, from acid to highly basic. The pro- 
trusion distance of each tuyere can be adjusted so 
that the diameter of the cupola, measured across 
the faces of opposite tuyeres, varies between 30 and 
42 in. The tuyeres of both melting-zone sections are 
inclined downwards at an angle of 5 deg. to the 
horizontal. A spare conical steel shell, for use 
during “lining-less” experiments, is shown in 
Fig. 2. 


Water-cooling 


Both melting-zone sections are fabricated from 
z-in. thick steel plate, and are of welded construc- 
tion, the welds being ground flush for water-cooling. 
Each melting-zone section is provided with a water- 
cooling spray ring (1)* at the top, and a collecting 
trough (2) at the bottom. The cooling water for the 
cupola shell, and also for the copper tuyeres when 
the conical melting-zone is used, is recirculated. The 
water is pumped to the cupola shell and tuyeres 
from a cooling tower (3). Two pumps (4) are pro- 
vided, one to serve as a stand-by, with a pressure 
switch in the delivery line so that, in the event of 
one pump failing, the stand-by pump automatically 
cuts in. Coloured lights indicate which of the pumps 
is operating. A differential switch connected across 
the impulse lines of an orifice plate flow-meter in 
the supply-line operates a klaxon hooter in the event 
of failure of both pumps. If both pumps fail the 
supply-lines to the cupola shell and tuyeres can be 
supplied directly from the mains. The return water 
is piped from the water-collecting trough (2) at 
the base of the melting zone and returned to a 
buffer tank (5), from whence it is pumped to the 
top of the cooling tower. 


Water-temperature and -flow Measurement 


The temperature of the water flowing to the 
cupola, and returning from it, is measured by two 
nickel resistance thermometers, and recorded on 
an instrument in the instrument room. These tem- 
peratures are also measured by mercury-in-glass 
thermometers in the supply and return: pipe-lines. 
The total water-flow to the cupola shell and tuyeres 
is measured by means of an orifice plate in the 
main supply-line (6). The main supply-line feeds a 





* These figures (1) to (68)—refer to Fig. 1. 
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BCIRA Experimental Cupola 


manifold from which separate lines supply water 
to the spray ring and, when the conical melting 
zone is used, to each tuyere. Each supply-line has 
its own control valve, and the flow in each is 
measured by means of an orifice plate and indicated 


Fic. 1.—Section view of the layout of the BCIRA 


KEY 
i—Water-cooling spray ring 
2—Collecting trough 
3—Cooling tower 
4—Cooling-water pump 
5—Buffer tank 
6—Main water supply-line 
7—Continuous front-tapping and slagging 


17—Water-flow valve 
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18—Blowing fans and valves 
19—INKA radiation-heater 
20—Heat-exchange tubes 
21—inlet ring (heat exchanger) 
22—Outlet ring (heat exchanger) 
23—Steel-joist supporting leg 
24—Combustion chamber 

box 25—Self-proportioning oil-burner 
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on meters situated beneath the control valves. The 
temperature of the water leaving each copper tuyere 
is also indicated by a mercury-in-glass thermometer. 


Well Sections 


Each melting-zone section is also provided with 
its own well section, to which it is bolted through 


experimental cupola at Alvechurch, Birmingham. 


35—Tube-plate (convection heater) 

36, 37, 38 and 39—Hot-air ducting (convection 
heater) 

40—Corrugated expansion joint 

41—Hot-air outlet (from INKA heater) 

42—Expansion-piece 

43—Mild-steel chimney 

44—Spring-loaded flap valve 

45—Hot-air duct to cupola windbelc 
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8—Emergency slag spout 
9—Windbelt 
10—Downcomers 
li—Tuyere elbows 


27—Oil pump 


26—Motor-driven fan for burner air 


28—Combustion-air supply-line 
29—Photo-electric flame-failure device 


46—Isolating gate valve 
47—Hot-blast main 
48—Cold-blast main 
49—Butterfly valve 


Ke OKC 


12—Cupola supporting-columns 

— securing melting zone to cupola 
she! 

14—Wet spark-arrester 

15—Water tank 

16—Water pump 


30—Underground bricked flue 

31—Lower needle tubes forming convection 
heater 

32—Upper needle tubes 

33—Waste-gas hood 

34—Chimney 


50—Single-flap drop-bottom bucket 
51—Overhead dual-track runway 
52—Locking catch 
53—Tripping arm 

r-release roller 
55—Door-closing roller 
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flanges. The well sections are made of }-in. thick 
mild-steel plate, and are provided with a fettling 
hole, continuous front-tapping and slagging box (7), 
and an emergency slag spout (8). The depth of 
the well in each case can be varied by altering the 
height of the sand bottom. The tapping-box can 
be bolted to the well at different heights and the 
taphole set accordingly. It is thus possible to vary 
the depth of the well by 18 in. 


56—Pouring pot 

57—Launder 

58—Pig-casting machine 

59—Chain reduction-gear 

60—Five-h.p. motor powering chain 
61 and 62—Mould-cooling-water pipes 
63 and 64—Ingot chutes 
65—Slurry-mixing tank 

66—Slurry pump 


67—Slurry sprays 
List of Instruments 


C—Heater 
recorder 


| 


| eB) 
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68—Mould-preheating manifold 


A—Airweight controller recorder 
B—Hot-blast-temperature controller recorder 
by-pass-temperature controller 


————— 
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Windbelt and Downcomers 


The windbelt (9) is circular in cross-section, and 
is suspended from the underside of the charging 
platform. It is internally lined with a 4-in. thickness 
of insulating refractory cement, and the lined in- * 
ternal diameter is 27 in. The downcomers (10) are 
also internally insulated with a 3-in. thickness of 
insulating refractory cement. The downcomers are 
flanged and bolted through matching flanges to the 













D—Air and waste-gas temperature recorder 

E—Metal-temperature recorder (cupola spout) 

F—Windbelt-blast pressure recorder 

G—Gas-analysis recorder 

H—inlet and outlet water-temperature 
recorder (furnace and tuyere) 

J—Charge-time recorder 

K—Warning lights and cancellation button 

L—Electric clock 


{fel 
[A] (8) 
ooo f 
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PIG CASTING MACHINE. 








ACCESS LADDER ‘To 
OPERATING PLATFORM! 
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FiG. 2.—Spare conical steel shell for the melting- 
zone of the cupola, for use during “ lining-less” 
experiments. 


tuyere elbows (11). When changing the melting 
zones the tuyere elbows can be removed with the 
appropriate melting-zone section. The tuyere elbows 
for the replacement section can be fitted after this 
section has been positioned. 
Telescopic Sections 

In order that the melting-zone and well sections 
may be removed and replaced, the cupola is so con- 


Fic. 3.—View looking down inside the INKA blast- 
heater, with the conical tube bundle in position. 
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structed that the lower section (below cliarging. 
platform level A-A) can telescope inside the upper 
section. The upper section is supported on the 
charging platform independently of the lowe 
section, and is fitted with its own sole plate with suit. 
able gusset plates to the shell. The lower section 
of the cupola can be lifted by means of four jacks 
situated at equal intervals around the cupola op 
the charging platform. These jacks operate on four 
lifting-pads, which are attached to the top portion 
of the lower cupola section, and which protrude 
through openings in the shell of the upper section, 
When the lower section of the cupola is raised on 
the jacks the cupola supporting-columns (12) may 
be removed. ; 


Lifting Attachments 


Each melting zone is provided with two lifting 
attachments diametrically opposite each other. A 
two-sheaved pulley-block is fixed to each attach- 
ment, and a three-sheaved block is fixed to the 
underside of the charging platform directly above 
each of the two-sheaved blocks. Wire ropes pass 
around the pulley systems to an electric reversing- 
winch driven by a 5-h.p. motor, which is supported 
on the underside of the charging platform. The 
ropes are pulled up tight and the flange (13) securing 
the melting zone to the cupola shell is unbolted, 
The melting zone and well are then lowered on to 
a trolley by unwinding the winch, and can then be 
removed and replaced by reversing the procedure 
for dismantling. 


Wet Spark-arrester 


The cupola is provided with a wet spark-arrester 
(14) of BCIRA design... The water supply is re- 
circulated, the water tank (15) and pump (16) being 
situated on the charging platform. The flow of 
water to the arrester is measured by means of an 
orifice plate and indicating meter, and can be con- 
trolled by a valve (17). A differential-pressure 
switch is connected across the impulse lines of the 
meter, and operates a klaxon hooter if the pump 
fails. . 


Blowing Equipment 


The blowing equipment (18) consists of two 
centrifugal fans which, by means of a suitable 
arrangement of ducting and dampers, may be used 
either singly or in series. The larger of the fans is 
driven by a 50-h.p. motor, and can deliver 3,000 
cub. ft. of air per min. at an outlet pressure of 
58 in. w.g. The smaller fan is driven by a 30-h.p. 
motor, and can deliver 3,000 cub. ft. per min. at 
30 in. w.g. When both fans are running in series 
they deliver 3,000 cub. ft. per min. at a pressure of 
approximately 90 in. w.g. 


Air-flow Measurement 


The air flow to the cupola is measured by means 
of an orifice plate situated in the inlet duct to the 
blowers. This duct is 14 in. in diameter, and 
approximately 25 ft. in length. The flow is recorded 
on a Foxboro-Yoxall air weight controller-recorder, 
which is equipped with integral correction gear for 
changes of temperature and pressure of the air in 
the inlet pipe. In this way a constant weight of 
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air is delivered to the cupola, the controller opera- 
ting a butterfly valve on the inlet side of the fan. 


Blast Heater and Mains 


In specifying the maximum duty conditions for 
the air heater, it was considered desirable to obtain 
the highest air preheat consistent with freedom from 
premature failure and air leakage, bearing in mind 
the limitations imposed by the heat-resisting 
materials available at the present day, and having 
due regard to cost. It was considered that the 
highest preheat likely to be obtained at a reason- 
able economic cost, by the use of a metallic heat- 
exchanger, was 800 deg. C. (if early failure of the 
heat-exchange elements was to be avoided). This 
figure was therefore specified for the plant. The 
heater is a combined radiation and convection 
heater directly fired by oil. Views of the heater, 
and some of its component parts, are given in 
Figs. 3 to 6. 


Radiation Heater 

The radiation or INKA heater (19) is of Swedish 
origin, made here under licence. The heat- 
exchange unit (20) consists of 72 tubes 8 ft. 2 in. 
long, 1.7 in. (42.45 mm.) outside dia. by 0.13 in. 
(3.25 mm.) thick, made from ferritic steel having a 
chromium content of 27 per cent. The tubes are 
welded into an inlet ring (21) of rectangular section, 
and an outlet ring (22) of circular section. The 
inlet ring is constructed from 5-mm. (0.2 in.) thick 
steel plate having a chromium content of 14 per 
cent., and the outlet ring from 4-mm. (0.16 in.) 
steel plate having a chromium content of 24 per 
cent. The tubes are arranged in the form of a 
squirrel cage, the diameter of the tube ring being 
approximately 5 ft. 8 in. The tube cage and air 
main rings are housed in a refractory-lined steel 
shell approximately 9 ft. 5 in. inside dia., sup- 
ported from ground level by eight steel-joist 
supporting-legs (23). A refractory conical-shaped 
combustion chamber (24) encased in mild steel is 
mounted at the top of the heater. The refractory 
lining of the heater shell consists of a 9-in. thick 
first-quality firebrick, backed by 44-in. thick 
insulating brick. 


Oil-burner 


The heating gases are generated by means of a 
self-proportioning oil-burner (25), the air for com- 
bustion being provided by means of a motor-driven 
fan (26). The burner is designed to handle an oil 
rate of between 200 and 20 Ib. per hr. The oil 
and total air required for combustion pass through 
the nozzles. To enable the burner to operate over 
the above range of oil rates, the burner is pro- 
vided with a modified inner assembly which can be 
used to extend the range of the normal assembly 
when required. The oil is fed by gravity to the 
oil pumps (27) from an overhead tank. Two oil 
pumps are provided, one to act as a stand-by. The 
oil flow from the pumps to the burner is measured 
by a Kent CM oil-meter. The combustion air flow 

measured by means of an orifice plate in the 

pply line (28), and the flow is indicated on an 
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Fic. 4.—Exterior of the INKA _ high-temperature 
heater, and some of the ancillary blast mains and 
stackwork. 

Fic. 5.—Tube bundle of the INKA radiation-type of 
blast heater, inside which the oil-flame is arranged 
vertically downwards, the blast passing through the 
tubes. 
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Fic. 6.—Side view of a bank of heat-exchanger 
tubes for the primary convection-heater incor- 
porated in the hot-blast system. 


inclined manometer gauge. Both the oil- and air- 
flow meters are located in the blower house. 


Fic. 7.—Cupola shaft at charging-floor level, show- 
ing the traversing crane inserting the drop-bottom 
charge-bucket. Around the base of this section of 
the shaft can be seen the jacking points for use 
when exchanging the melting-zone section. 
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Flame-failure Device 

A photo-electric flame-failure device (29) js 
mounted on the burner platform. The photocelj 
head views the flame through a small window ip 
the burner platform, and is connected through ap 
amplifier to a solenoid valve in the oil supply line 
On extinction of the flame, the solenoid valve cuts 
off the oil supply to the burner. The solenoid valye 
is also connected to the circuit of the combustion. 
air fan, so that it closes if the combustion-air fap 
fails, thus shutting off the oil supply to the burner. 
The combustion-air fan is connected into the circuit 
of the main cupola air-blowers, so that on failure of 
these blowers the combustion-air fan is auto. 
matically tripped out, this in turn cutting off the 
oil supply. 


Convection Heater 

The waste gases leave at the base of the radiation 
heater through a mild-steel refractory-lined duct 
and pass, via an underground brick-flue (30), to the 
entrance of the convection heater. The convection 
heater consists of 24 needle tubes approximately 
4 ft. 6 in. in length disposed horizontally in two 
groups (31) (32). The waste gas passes vertically 
upwards on the outside of the tubes in a single 
pass, and thence through a waste-gas hood (33) to 
a 50-ft. high chimney (34). Each group of tubes 
has four tubes in the width, and is three high in the 
direction of flow of the waste gas. All the tubes 
have extended needle surfaces on both waste-gas 
and air sides, and those tubes in the hottest two 
rows are cast from 30- to 35-per cent. chrome alloy 
iron. Each tube is fitted at both ends with an 
extension sleeve which passes through a _tube- 
plate (35), to which,.the sleeves are welded in 
order to provide flexibility for expansion, and an 
airtight construction. 


Supporting Framework 

The tubes are supported in a cast-iron and mild- 
steel framework, built into the surrounding brick- 
work setting and positioned by tie rods. The inter- 
mediate horizontal-framework members are protec- 
ted from the hot gases by means of pre-cast firebrick 
protection-blocks. Woven asbestos rope is caulked 
between the tube flanges and framework, to allow 
for free expansion whilst maintaining a tight joint 
between the waste gas and atmosphere. The heat- 
ing unit is housed in a brickwork setting, con- 
structed in 9-in. thick firebricks backed by 44-in. 
thick insulating-bricks. The brickwork is encased 
in a mild-steel-plate casing provided with the neces- 
sary buckstays and ties. 


Ducting 

The ducting is bolted to the periphery of the end 
tube plates, and comprises mild-steel inlet- (36), 
return- (37) and outlet-connections (38). The hot- 
air ducts (37), (38), (39) have cleats welded to the 
external surfaces at intervals to provide anchorage 
for lagging. A corrugated expansion-joint (40) is 
provided in the ducting connecting the two heaters. 


Air Flow Through Heaters 
The convection section is arranged for contra 
flow of the air and waste gas. The air from the 
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blowers enters the upper group of tubes first, and 
then passes through the lower group before travel- 
jing to the radiation heater. The hot air from the 
convection section enters the upper collector-ring 
(21) of the radiation heater, and passes downwards 
through the tubes (20) in parallel flow to the waste 
gas. The air then passes through the lower col- 
lector-ring (22) to the outlet (41), which is con- 
structed in 24-per cent. chromium steel. The out- 
let is connected to a horizontal expansion-piece (42), 
both the outlet and expansion-piece being lagged 
externally. The air passes from the expansion-piece 
into a vertical mild-steel chimney (43), lined with 
insulating refractory. This chimney is provided 
with a spring-loaded flap valve (44) at the top and 
a supply duct (45) to the cupola windbelt (9), the 
connecting main between the chimney and cupola 
windbelt being provided with an isolating gate- 
valve (46). When this valve is closed, and the 
chimney valve open, the blast can be blown to 
atmosphere. Thus the cupola can be operated at 
a required blast-temperature from the beginning 
of melting, and the blast can be maintained at 
temperature in the event of shut-downs. 


Heater-performance Data 


The design performance data for the heater at 
maximum duty are as follows: 


Radiation Section: 

Waste-gas-inlet temperature 1,450 deg. C. 
Waste-gas-outlet temperature 1,000 deg. C. 

Quantity of air heated 90,000 cub. ft. per hr. 


(N.T.P.) 
Air-inlet temperature 350 deg. C. 
Air-outlet temperature 800 deg. C. 


Approximate fuel consump- 
tion at burner 
Assumed C.V. of fuel oil 


200 Ib. per hr. 
— B.Th.U’s per 
b. 


Convection Section: 

Waste-gas-inlet temperature 1,000 deg. C. 
Waste-gas-outlet temperature 450 deg. C. 

Quantity of air heated 90,000 cub. ft. per hr. 


- (N.T.P.) 
Air-inlet temperature 15 deg. C. 
Air-outlet temperature 350 deg. C. 


Temperature Control 

There is also a cold-blast main (48) which by- 
passes the heater and enters the vent chimney (43). 
When blast temperatures lower than 800 deg. C. 
are required, particularly when blast volumes in 
excess of 90,000 cub. ft. per hr. are used, the air 
from the heater may be blended with cold air from 
the by-pass. Mixing is effected in the vent chimney. 
The air-outlet temperature of the radiation heater 
is controlled by a temperature controller-recorder 
from a thermocouple in the outlet duct (41) of the 
heater. The out-of-balance signal is transmitted 
pneumatically to a power cylinder connected to 
the single-lever control on the self-proportioning 
oil-burner. The temperafure of the blast is con- 
trolled by a temperature controller-recorder from 
a thermocouple in the hot-blast main (47) connect- 
ing the vent chimney to the cupola windbelt. The 
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Fic. 8.—View from ground level of the lifting 
magnet on the gantry crane spanning the stockyard, 
used for filling steel-plate stack-bunkers. 


out-of-balance signal from the instrument is trans- 
mitted pneumatically to another power cylinder 
operating a butterfly valve (49) in the cold-blast 
main. Thus the outlet temperature of the radiation 
heater is automatically maintained at a constant 
value, and the blast temperature is maintained 
constant by controlling the relative volumes of air 
passing through the heater and cold-blast by-pass. 
The controller operating from the thermocouple 
in the heater outlet is also connected to a klaxon 
hooter, which operates if the air-outlet temperature 
exceeds 800 deg. C. and causes overheating of the 
tubes. 


Cupola Charging Equipment 


The cupola is charged by means of a single- 
flap drop-bottom bucket (50), which is filled at 
ground level and raised by a 2-ton lift-capacity 
crane carried on an overhead dual-track runway 
(51), this runway being supported by two steel 
frames on the charging platform. The crane has a 
vertical-hoisting speed of 60 ft. per min., and a 
cross-traverse speed of 50 ft. per min. Operation 
of the hoist, traverse, retract and lower motions is 
controlled by push-buttons, duplicate sets being 
provided at ground level and. at.charging-platform 
level so that the crane may be operated from either 
of these stations. Positive end-stops and limit 
switches controlling the crane movements are pro- 
vided. Fig. 7 shows the traversing crane inserting 
the charge-bucket. 
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Charging Bucket 


The charging bucket has a single bottom door 
hinged one side, with a locking catch (52) on the 
other side. A tripping arm (53) is mounted on the 
bucket with a roller (54) to strike a block in the 
cupola to release the bottom door. On the retract 
motion of the crane, a roller (55) mounted on the 
underside of the bottom door engages on a curved 
steel plate fixed to the base of the charging hole and 
automatically closes the bucket. The bucket is sus- 
pended by fixed hanger bars with a locked safety 
hook on the crane rope. 


Crane Cross-traverse Circuit 

A trip switch which operates on the cross- 
traverse motion of the crane is connected to a time- 
recorder in the instrument room, so that the time at 
which each charge enters the cupola is recorded. 
The crane cross-traverse motion circuit is connected 
to the cupola charge-level indicator, so that the 
crane will not traverse until the charges have fallen 
to a safe level, preventing materials from trapping, 
or being trapped by, the charging bucket. 
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Fic. 9.—Floor-level view oj 

the new cupola from inside 

the BCIRA foundry. Part oj 

the wind-belt and tuyere 

system can be seen, and in the 

foreground the spout and tilt. 
ing launder. 


The charge-level indicator 
consists of a  40-millicurie 
cobalt-60 gamma-ray source, 
enclosed in a lead box with 
walls 2 in. thick. This is 
located at one side of the 
cupola, 2 ft. 6 in. below the 
level of the charging-door sill, 
Diametrically opposite is a 
gamma _ detector _— provided 
with a relay which, when the 
rays pass unhindered to the 
detector, closes the  cross- 
traverse circuit of the charging 
crane so that the cupola can 
be charged by depressing the 
push-button (at the same time 
a green light visible to the 
charging operator is automatic- 
ally switched on). When the 
charge level is above the 
gamma-ray source the rays 
are absorbed, and the relay 
breaks the cross-traverse of 
the crane so that the crane 
will not operate when the 
push-button is depressed (at 
the same time a red light 
is automatically — switched 
on). 





Handling of Stocks 


Stocks for a day’s melting are contained in six 
steel-plated bunkers at the rear of the cupola. An 
overhead dual trackway, carrying a dial-weigher 
and skip, traverses the length of the bunkers. The 
charges are made up in the skip, materials being 
transferred directly from the bunkers by hand. The 
dial-weigher has a capacity of 10 cwt. and is 
graduated in 2-lb. divisions. The skip is discharged 
into the charging bucket, which sits in a sunken 
pit in the floor. The melting stock, coke and fluxes 
are charged directly into the bunkers from the 
stockyard by means of a 2-ton lift-capacity electric 
overhead-travelling crane, which spans the stock- 
yard and can operate with either magnet (Fig. 8), 
or hook. The crane has a run of 120 ft., a span of 
47 ft. 6 in., and is cabin-controlled. 


Disposal of Molten Metal 


The molten metal from the cupola can be diverted 
to either of two ladles, by means of a tilting spout 
mounted just beneath the end of the cupola spout. 
When one ladle has been filled the spout is tilted 
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9 that the metal stream is diverted to the second 
ladle, The full ladle is transferred to a pig-casting 
machine by an overhead-travelling crane. The metal 
is poured into a pouring pot (56) provided with a 
launder (57) which feeds the pig-casting machine 
(58). The pig-casting machine has a maximum out- 
put of 7}-tons per hr., and is designed to.cast metal 
pigs of 55-lb. weight, each pig having two notches 
30 that it can easily be broken into three equal- 
size pieces. The launder, and pig-casting machine, 
can be seen in Figs.’9 and 10. 


Mould Chain 

The chain to which the moulds are attached is 
capable of running at four independent speeds be- 
tween one- and four-ft. per min., and is powered 
through reduction gear (59) by a S-h.p., 1,000-r.p.m. 
motor (60). The reduction gear is coupled to the 
electric motor and machine-driving shaft by means 
of flexible couplings. The head shaft is carried in 
heavy steel bearings with gunmetal liners, and has 
cast-iron main-chain sprockets keyed on. On the 
extreme end of the head shaft is a knocker-gear 
sprocket, which engages a roller connected to links 
which operate a knocker hammer for loosening the 
ingots from the moulds. The tajl sprockets for the 
chain are identical to the head-énd sprockets, with 
the exception that one is bushed and located on the 
shaft to allow for expansion. The tail shaft is 
designed to run free in bushed blocks, carried in 
tension-gear brackets fitted with screws and slides 
to allow for adjustment of tension in the chain. 


Cooling the Moulds 


After pouring, the moulds are cooled naturally for 
a certain travelling length, and are then sprayed 
with water on the upper section to finally cool the 
pigs and to avoid overheating the moulds. Water 
is supplied to a pipe made in two sections (61) (62), 
with a separate water supply to each controlled by 
valves, the pipe being perforated on the underside 
with a number of small holes, from which the 
water issues as a series of sprays 
on to the moulds. The ingots 
are finally ejected, and fall 
down chutes (63) (64) to be col- 
lected in steel stillages which 
are taken, when full, to the 
stockyard by an_ elevating- 
platform auto-truck. 
Slurry Spray 

The emptied moulds are 
sprayed with either a lime or 
blacking slurry, the mixing 
tank (65) being located beneath 
the pig-casting machine. The 
slurry is pumped from the tank 
by a pump driven by a }-h.p. 
720-r.p.m. motor (66). The 


Fic. 11.—Jnterior of the cupola 
control cubicle, showing some of 
the instruments employed. 
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Fic. 10.—General exterior view at the side of the 

new BCIRA experimental cupola plant. The pig- 

casting machine is shown in the foreground, and the 
stockyard gantry crane on the left-hand side. 


return line from the pump feeds the sprays (67) 
and another pipe, perforated with a series of holes 
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BCIRA Experimental Cupola 


and submerged at the bottom of the tank, which 
serves to agitate the slurry. 

A number of gas jets fed from a manifold (68) 
are mounted on the underside of the machine to 
preheat the moulds prior to pouring. 


Instruments 


Reference has been made in the preceding text to 
the functions of most of the instruments. The 
following instruments are located in the cupola 
control cubicle (Fig. 11): 


Controller-recorders: 

(1) Air flow to cupola (constant weight). 
(2) Air temperature, radiation-heater outlet. 
(3) Air temperature, hot-blast main. 


Recorders: 
. Blast pressure in cupola windbelt. 
. Metal temperature at cupola spout. 
. Charging times. 
. Temperature of water 
(a) flowing to cupola shell and tuyeres, 
(b) flowing from cupola shell and tuyeres. 
. Gas temperature 
ms S outlet of radiation heater, 
~ a outlet of convection heater. 
Air temperature 
a a outlet of convection heater, 
es outlet of radiation heater, 
- , cupola windbelt. 
6. Gas analyser for CO., CO and H: in cupola-top 
gas. 


Whe 


an 


Flow-meters 


The following water-flow gauges are located be- 
neath the control valves on the ground floor of the 
cupola buildings: 

. Water-flow to cupola shell and tuyeres. 

. Water-flow to cupola spray-ring. 

. Water-flow to cupola tuyere No. 1. 

. Water-flow to cupola tuyere No. 2. 

. Water-flow to cupola tuyere No. 3. 

. Water-flow to cupola tuyere No. 4. 

A further water-flow gauge measuring the flow 
to the spark arrester is located on the charging 
platform. 

The following are located in the blower house: 

1. Oil flow-meter. 
2. Combustion-air flow-meter. 

Mercury-in-glass thermometers are inserted in the 
water-supply line to, and return line from, the 
cupola shell and tuyeres. Thermometers may also 
be inserted in the outlet pipes of the copper 
tuyeres. 


Portable Instruments: 

1. Suction pyrometer for measurement of cupola 
top gas temperatures. 

2. Orsat-Lunge gas-analysis apparatus for deter- 
mination of CO., CO, O, and H, in the cupola top 
gas. 

3. Hair hygrometer, and Whirling hygrometer, 
- determination of the moisture content of the 

ast. 


DAnhwnvre 
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Export of Iron and Steel Scrap 
At the request of the Ministry of Power, the Board 


of Trade announce that arrangements have been made | 


permitting the continued export of specified types of 
iron and steel scrap. An open general licence will be 
issued permitting during the period June 7 to September 
6 (inclusive) the export to any destination of scrap and 
old metal consisting wholly or mainly by weight of iron 
or steel and having an f.o.b. value not exceeding £25 
per ton in the following forms :—(a) compressed baled 
material and (5) scrap turnings and borings. The effect 
is to permit until September 6, the free export ‘of 
specified grades of iron and steel scrap, while safe- 
guarding home supplies of better grades of iron and 
steel scrap. 

Enquiries about this licence should be made to the 
Board of Trade, Export Licensing Branch, Gavrelle 
House, Bunhill Row, ‘London, E.C.1; (tel. MONarch 
4071). Copies of the Open General Licence (price 2d. 
each, by post 4d.) are obtainable from H.M. Stationery 
Office, Kingsway, London, W.C.2, and branches. 





Die-casting Exhibition 


The Zinc Alloy Die Casters’ Association, in con- 
junction with the Light Metal Founders’ Association, 
is sponsoring an international exhibition of pressure- 
die-castings open to the public at the Birmingham 
Exchange and Engineering Centre, Stephenson Place, 
from June 15 to 19, 10 a.m. to 7 p.m. The castings to be 
shown will be in zinc alloy and in aluminium, mag- 
nesium, tin and copper alloys, and are drawn from the 
UK and many European countries including France, 
Belgium, Holland, Italy, Denmark, Sweden, Germany 
and Switzerland. The die-castings have been provided 
by members of the European Pressure Die Casting 
Committee and will be displayed afterwards in the main 
industrial centres of Europe. They represent a wide 
range of applications, designs and finishes, and illus- 
trate many new aspects of die-casting, including some 
examples of vacuum-die-castings. The exhibits range 
from miniature, intricate parts to large crankcases and 
gearboxes. 





YORKSHIRE COPPER Works (HOLDINGS), LIMITED— 
Mr. George P. Norton has been appointed chairman 
and Mr. H. F. Sherborne vice-chairman of the com- 
pany. Col. Gilbert P. Norton, previously chairman, 
Mr. Ernest Duffield, previously vice-chairman, and 
Mr. J. Arthur Sykes have resigned their directorships. 
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Hungarian Diary 
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By A. R. Parkes . . attending the 1st Congress 


of the Hungarian Foundrymen in Budapest 


(Continued from page 573) 


In this concluding section, the report is resumed in the Csepel Iron & 

Steel Works; there is an account of a tour of the laboratories of the 

research association of the Hungarian iron and steel industry and a 
short report of the final technical session. 


Thursday, April 9 

Continuing the tour of some of the foundries of 
the Csepel Iron and Steel Works on the Thursday 
of Congress week in Hungary, the writer next 
visited a mechanized foundry for producing manga- 
nese-steel track-link castings in green-sand moulds 
on a mechanized system. Here, there were two 
teams of operators, working on machines for copes 
and drags, and it was interesting to note that one of 
the teams was comprised entirely of girls: The 
machines were conventional jolt/turnover and strip 
machines, producing from brats patterns. A notable 
feature was the use of shell cores for the track links. 
It was stated that these permitted the maintaining 
of a tolerance of 0.6 mm. on the diameter of the 
pin-holes in the links and that this device had com- 
pletely eliminated the necessity for machining the 
holes before assembly of the tracks; the saving 
reported from this method was quoted as one 
million forints per year (about £30,000) at this plant 
alone. 


Light-alloy Foundries 


The tour next continued to some of the Csepel 
group’s semi-mechanized light-alloy foundries, 
where a large variety of automobile work was being 
undertaken, ranging from small-capacity finned 
cylinders to large diesel blocks, etc., for heavy road- 
vehicles. A noticeable feature here was the way in 
which the conveyor rollers themselves were kept 
clear of sand by wiping with an oily rag, particularly 
at bends. Presumably, this had proved worthwhile 
because it obviated wear on the rollers and pre- 
vented bumps to moulds. There was much use 
being made in these shops of hand coremaking for 
small repetition lines. For the larger moulding and 
coremaking jobs, a light-load pneumatic rammer 
was being used, stated to be Patented and of 
domestic manufacture. Again, molasses binder was 
mainly in use and aluminium core-grids were 
employed (it must be remembered that Hungary 
has a plentiful supply of aluminium, so that some- 
times more use is made of this material in Hungary 
than of more-conventional metals). In this shop, 
the average individual weight of castings was quoted 
as 1.8 kg. (4 Ib.), but as there were many cylinder- 
blocks for diesels (that is, straight four-, six- and 
eight-cylinder models, as well as V-blocks), this 
must mean that an enormous number of very small 
castings is turned out—unless of course the cylinder- 
blocks were excluded from the average weight figure 


quoted. The aluminium alloy in use was reported 
to contain 0.2 to 0.5 per cent. magnesium, and 
after heat-treatment to give 28 kg. per sq. mm. (18 
tons per sq. in.) with 100 to 120 Brinell. In a 
separate section of this foundry there was a quite 
large battery of pressure-die-casting machines, all 
taking metal from individual bale-out furnaces con- 
taining a fairly conventional aluminium/ 13 per cent. 
silicon alloy. The die-casting machines all appeared 
to be of Czech manufacture. 

Other points picked up during this tour of the 
aluminium foundries included the use of the Bunsen- 
burner type of gas jets directed downwards on to 
the surfaces of open feeder-heads of large 
aluminium castings to keep the feed metal molten. 
Similarly, core-assemblies—including chills, of 
course—were being warmed on small gas jets before 
being placed in their respective moulds. For the 
aluminium shop, three one-ton-capacity normal- 
frequency electric furnaces were available for bulk 
metal melting, taking current at 380 volts. Nor- 
mally, two of these are in use at any given time 
and produce 10 tons of metal in 24 hours. There 
was also a holding furnace of three to four tons 
capacity; this was resistance heated. Another 
notable feature in the shops was the use of cast-in 
iron cylinder-liners in small air-cooled motor-cycle 
engines produced on die-casting machines. 


At the luncheon given by the Csepel Works at 
their Sports Club in honour of the visitors, thanks 
were expressed to the management through Mr. E. 
Szanyi, director of the iron and steel foundries 
section, who presided at the gathering and welcomed 
the visitors. It appears there is a total of eighteen 
sections in the Csepel concern of which the iron and 
steel foundries make one. In the course of his 
remarks, Mr. Szanyi expressed his pleasure at meet- 
ing the foreign delegates and appreciation of the 
work put in by the organizers of the Congress, 
thanking also those who had made technical contri- 
butions. Referring to the Csepel Works, although 
it had been impossible to see all, he hoped members 
had inspected a fair cross-section and said that 
comments or criticism would be welcomed. It was 
his wish that the visiting delegates would take back 
greetings to foundrymen in their own countries, west 
and east, in the hope that future friendship would 
be strengthened. 

On the announcement from Mr. Kalman (who is 
in charge of the Csepel foundries) that there was to 
be a special visit on the Friday afternoon to see 
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the inside of the Hungarian Parliament while in 
session, that day’s technical proceedings closed and 
the remainder of the afternoon was spent in an 
organized sightseeing tour of Budapest by coach, 
with the evening free. 


Closing Day 

Friday, April 10 

The final day’s programme included a morning 
visit to the Iron and Steel Research Institute main- 
tained (along with a non-ferrous block) to serve 
the interests of the Hungarian foundrymen’s sec- 
tion as well as other members of OMBKE. In 
spacious and well-designed buildings about three 
miles from the centre of Budapest, these labora- 
tories are grouped together and the delegates were 
welcomed there by Mr. Szele, assistant director of 
the foundries section. The laboratories were 
founded in 1950 and, including both iron and non- 
ferrous sections, now have a permanent staff of 
about 180, of whom 35 are graduate technicians. 
They embrace sections on iron-ore preparation, 
ironmaking, steel metallurgy (including special 
alloys), foundry, welding and powder metallurgy, 
with sometimes research also in mechanical engi- 
neering and telecommunications. In addition to 
these sections, there are two others—for materials 
testing and chemical analysis—these also having 
research programmes. The fields of all these were 
mainly industrial research, but a certain funda- 
mental research was also being carried on. 


The tour led through the chemical and spectro- 
graphic laboratories and material-testing metal- 


Group of visitors attending the works visit to the Csepel Iron and Steel Works during the Congress of 
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lography laboratories (here it was reassuring to 
learn that, of all the microscopes in use, the Vickers 
was regarded as the best). There was also here 
small 60-kv German-made X-ray set and an elec. 
trolytic polisher. The way next led through the 
creep laboratories, and the hardness-testing labora. 
tories, both of which were well equipped. In one 
of the latter was a magnetic machine for studying 
the austenite transformation in steels which has a 


capacity of 30,000 Oersteds, and employs 3 test- 
piece 1.0-mm. dia., 6.0-mm. long. In general, a 
great variety of machines was on view. In the 


powder-metallurgy laboratory, an extensive pro- 
gramme appeared to be in hand for making 
ceramic tool-tips and testing them in heavy-duty 
lathe-turning operations. The welding laboratory 
was also interesting. Here, inter alia, a hard-facing 
material was being applied by automatic deposi- 
tion. It comprised an alloy containing 6 per cent. 
tungsten, 3 per cent. chromium and 0.2 per cent. 
each of carbon and vanadium and was being for- 
mulated by the Lindé method, using powder alloys 
and an electrode of ordinary steel. Argon-arc 
welding of non-ferrous metals and infra-red pre- 
heating ovens provided subsidiary interest in this 
section. 

Passing to the iron and steel section, the ore- 
dressing and ore-preparation laboratories were first 
visited, where current research on rotary agglomer- 
ation and screening plant was being carried on, in 
addition to pilot plant for sponge-iron production 
and ferro-alloy making in an electric-arc furnace. 
In the Hungarian Institute’s heat-treatment labora- 
tory, there was a considerable amount of Wild- 
Barfield, Birlec and Metalectric equipment, together 
with a German-made, vacuum furnace and some 


the Hungarian foundrymen. 
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inert-gas heat-treatment plant. Other plant in this 
section included a 20-kg. capacity vacuum-induction 
melting-furnace and a sizeable arc-furnace for in- 
vestigating cycle control during melting. A medium- 
frequency induction furnace of 50-kg. capacity had 
been purchased to run at 8,000 cycles per sec., but 
the generator proved unsuitable and another one 
was awaited. There was also a fair amount of 
plant for forging research. 


Experimental Foundry 


Time did not permit of a visit to the non- 
ferrous section, but the iron and steel foundry 
section was inspected in some detail. Notable here 
was an experimental set-up for investigating the 
two-stage controlled-atmosphere heat-treatment of 
cupola-melted (0.25 per cent. S) whiteheart malle- 
able cast iron. For this an elevator-type of electric 
furnace had been built up by Mr. A. Chapo who is 
in charge of this section. This was equipped with 
its own atmosphere control and steam generator 
and with the plant it had already been found 
possible to bring carbons down from 3.0 to 0.3 per 
cent. in whiteheart material. 


The section also housed a- small cupolette and, 
for experiments on the continuous vertical casting 
of pipe, there was a most interesting set-up of 
apparatus spread between two floors; on_ this, 
research has been in progress for about eighteen 
months. A water-cooled copper mould and core 
were used and sample pipes about 9-in. dia. by 
about 14-in. wall-thickness were on view. Molten 
metal was supplied at a controlled rate through a 
ceramic-lined annular feed-ring at the top of the 
mould and an ingenious mechanism built up from 
a variable-speed d.c. motor and an automobile- 
engine gearbox was arranged for lowering the 
mould by a screw-type of movement. Enquiries 
revealed that continuous casting in Hungary by 
this method has not yet reached a commercial stage 
but pilot plants are expected to be built in foundries 
quite shortly. 

It was interesting and gratifying in these labora- 

tories to find evidence that the staff are prepared 
to improvise and design equipment for themselves 
where no standard equipment is available. (Indeed, 
if this remark be continued to its logical conclusion, 
it becomes obvious that real research must always 
attend on the designing of equipment on a domestic 
hand-to-mouth basis.) 
_ Other equipment in the foundry research section 
included a plunging “machine” for producing 
spheroidal-graphite iron (it appears that “ temper ” 
alloys have not been adopted in Hungary for making 
s.-g. iron and all experiments seem designed to use 
pure magnesium or Mischmetall scrap). There was 
also a small Junker’s rotary 100-kg. graphite-rod 
resistor furnace, a small high-frequency furnace and 
a number of subsidiary units and ovens. 


Final Technical Session 


After the visit to the Hungarian Parliament build- 
ings, the Congress delegates reassembled at the 
OMBKE headquarters in Budapest for a final 
technical session. For this, the lecturer was Mr. 
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Group of mainly foreign delegates to the Hun- 
garian Foundry Congress, awaiting the coach for 
the visit to Gyor on the Wednesday. 


Bergman of Badische Maschinenfabrik AG, West 
Germany, and the session, which attracted an atten- 
dance of about 50, was presided over by Mr. Szasz. 
Generally covering the subject of mechanized foun- 
dries, Mr. Bergman’s lecture included detailed 
descriptions of four types of plants and was ampli- 
fied by the showing of separate colour-films of each 
set-up. The range included commentaries first in 
German and then in Hungarian for all the films in 
addition to the lecture notes in both languages, The 
first unit described was an automatic cupola- 
charging plant of the direct-hoist snout-crane type, 
with conveyor feed of coke and vibratory feed of 
limestone into the weigh-hopper. The second plant 
was a fully-automatic moulding plant for the pro- 
duction of bath castings (not greatly dissimilar from 
UK-built plants recently erected). An auto- 
matic unit using two standard moulding machines 
taking boxes 600 by 550 by 160/160 mm. (24 by 22 
by 6/6 in.) was next detailed and yet a third report 
described a blowing/ gassing machine for the pro- 
duction of sizeable pipe-bend cores by the CO: 
Process. Here the manpower requirements were 
quoted as nine, for producing 100 to 120 boxes per 
hour. Finally, Mr. Bergman showed in a similar 
manner an automatic set-up, using six standard 
machines, taking boxes 650 by 540 by 180/180 mm. 
(26 by 21 by 7/7 in.) for producing radiator parts 
and reputed to be destined for an English firm. 
This brought the lecture to a close and it was quite 
remarkable that the interest had been sustained for 
about three hours on topics involving new plant 
and equipment—a good pointer to ready-made sub- 
jects for future lectures emanating from the UK to 
gatherings of foundrymen abroad! 

This ended the official Congress week in Hungary 
and the writer left the country on the following 
morning (Saturday), spending a day in Vienna en 
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route for London (this proved much the best 
route of travel). 

If asked what contribution from the UK foundry 
industry would most be appreciated by Hungarian 
founders, the writer would unhesitatingly recom- 
mend the supply of modern mechanical production 
aids and foundry equipment generally. In the 
sphere of technology and “ know-how,” the Hun- 
garians—through the media of overseas journals 
and their own excellent foundry journal and 
research establishment—are already well to the 
fore. But they seem to have relatively little post- 
war plant and the addition of a few automatic 
moulding units, sand plants, coreblowers, conveyors 
and furnace charging machines would much en- 
hance productivity in the shops—in addition to 
boosting morale! 


Appreciation 

The writer wishes to express to the Hungarian 
people, especially Hungarian foundrymen, his 
very warm appreciation of their gesture of friend- 
ship in inviting him to the Congress and for making 
him the recipient of so many courtesies and such 
lavish hospitality. Thanks are recorded particularly 
to Mr. M. Szele, Mr. F. Martos, Mr. J. Szaz and 
other members of the Hungarian Metallurgical and 
Mining Institute and their research sections who 
helped with the programme and gave personal 
assistance in so many ways. Of the many others 
who assisted with organizing the writer’s stay in 
Hungary to best advantage and who were helpful on 
numerous occasions, it is invidious to single out any 
for special mention, but perhaps a special “ thank 
you” is due to Miss E. Pattentyus who acted as 
guide, philosopher and friend while interpreting in 
a technical capacity for the whole period. 

Finally, the writer’s gratitude is directed to the 
senior executives and staff of the foundries and 
research laboratories visited, who co-operated so 
well in replying to a great number of questions. 


BIM Seminars 


“Preventive Maintenance” will be the subject of a 
series of three-day seminars that the British Institute 
of Management, in collaboration with the British 
Productivity Council, is holding this autumn in London, 
Glasgow and Manchester. Mr. Robert B. Wilson, an 
American authority on the subject at present acting as 
a consultant to the European Productivity Agency, will 
act as leader on each occasion. The programme will 
cover all aspects of preventive maintenace, including 
the importance of such a system within the company 
(operation, costs, production efficiency and the effects 
of automation); the organization of such a system: 
training; routine planning and control; materials; costs 
and budgets for maintenance; standards; measurement 
and analysis; technical engineering questions; facili- 
ties planning; and case-histories. 

To ensure the fullest participation by all attending, 
the BIM has limited the number to 25. The seminars 
will be held on the following dates: —London, Windsor 
Hotel, Lancaster Gate, W.2, September 29 to 
October 1; Glasgow, St. Enoch Hotel, October 14-16; 
and Manchester, the Midland Hotel, October 21-23. 

Further information can be obtained from Manage- 
ment House, 80, Fetter Lane, E.C.4. 
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Notes from the Branches 
South Africa 


Mr. J. Steele, hon. secretary of the South African 
branch of the Institute of British Foundrymen, was 
the lecturer at a meeting of the branch at the Culemhorg 
Hotel, Pretoria, on April 23. In his paper on a 
“Massive Monument made by Ancient and Modem 
Moulding Methods,” Mr. Steele gave details of 
monument, cast in bronze, 20 ft. high and weighing 
nine tons—the largest ever to be cast in Johannesburg. 
Following an outline of the problems encountered by 
the sculptor, Mr. Hermann Wald, in arriving at a 
suitable design, an interpretation of the sculpture was 
then given and the preparation of foundry patterns by 
the sculptor dealt with. The main body of the paper 
described the foundry which executed the work, and 
provided a step-by-step account of the production of 
one piece—a 5-ft. high hand—first by the lost-wax 
process and then by the CO, Process. In conclusion, 
comparisons were made of the processes and further 
comment made on the results obtained. 

At the meeting, work by both processes in various 
stages of progress were on view, and a demonstration 
given of the CO, Process. The paper was presented 
to a meeting of the Institution of Production Engineers 
at the Pharmacy House, Braamfontein, Johannesburg, 
on April 30. 

A branch works visit was arranged for May 13 
when, in the morning, members and guests visited the 
sand-washing plant of Industrial Sands (Pty), Limited, 
and in the afternoon, the Consolidated Glass Works, 
Pretoria West. 





Halifax Firm granted Permission to 
Expand 


The Minister of Housing and Local Government has 
granted permission conditionally to Ada (Halifax), 
Limited, washing-machin€é manufacturers, to expand 
their factory at Pellon Lane, Halifax. At a public 
inquiry last month, there were objections by house- 
holders, but Halifax Corporation gave the scheme their 
support. In a letter to the appellants’ representatives, 
the Minister states that there are strong grounds for 
believing that the best use of the site would be for the 
extension of the factory. Four advantages are listed:— 
(a) It would facilitate the expansion and modernization 
of a thriving industry without detriment to the school 
programme; (b) the Corporation had carefully investi- 
gated the proposal and supported it; (c) the applicants 
were ready to accept conditions designed to reduce or 
eliminate any detrimental effects; (d) the unsatisfactory 
painting equipment at the Horne Street factory would 
no longer be used. The Minister adds that there was 
nothing much to choose between a_ well-designed 
factory screened by trees, and a primary school. The 
loss, for the time being, of the children’s playing field 
did not outweigh the strong reasons for allowing the 
proposed extension. 





Raw Material Prices 

Prices of industry’s basic materials and fuels 
were on average | per cent. higher in April than in 
the previous month. A large number of commodities 
—many metals, for example—were either unchanged 
in price or even a little cheaper by the end of the 
month, but they were offset by substantial increases 
in a number of other materials. 

The small reductions in some metal prices caused 
the index of materials and fuels used in the electrical 
machinery industry to drop by 0.2 per cent: 
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Foundry Equipment at Leipzig 


Among the more interesting exhibits at the recent 
Leipzig Spring Fair, where evidence of the advance 
made during the past year by the East German 
Republic was impressive, were those of foundry equip- 
ment. As the hall in which this equipment was on 
show, though large, was not really large enough for 
the visitor to see all the exhibits properly, the follow- 
ing selection from among the foundry plant on show 
cannot claim to be the best possible, though it prob- 
ably includes most of the more noteworthy. 

Most deserving of mention, perhaps, was a recently 
developed sandblast (presumably “ shotblast ”) mach- 
ine, type PUS 1800, with a rotary conveyor and 
abrasive impellers, capable of handling, by a con- 
tinous fully-mechanized process, castings weighing up 
to 3 cwt. and measuring up to 6 ft. in length and 
3 ft. in width. The dimensions of this machine, which 
incorporates eight impellers, are 22 by 19 by 17 ft. The 
prototype has been used for some months at VEB 
Schwermaschinenbau Lauchammer, for the blasting 
of bath castings and is reported to have given full 
satisfaction. 

Close by the foregoing was an interesting barrel-type 
plant Model PIG1000 needing no foundation pit. This 
machine has been improved by the addition of a 
block brake—which enables the barrel to be arrested 
and held in the position most favourable for its charg- 
ing and discharging—and of devices for protecting the 
operator. 

For mechanizing the process of emptying the mould- 
ing boxes, there has been designed a new knockout 
grid, type AH 630, which was exhibited beside the 
already well-known vibration discharging screen, type 
ARS 200. The new model incorporates an electric 
motor with an eccentric drive for the vibration 
generator, and is reported to work with considerably 
less noise than the former pneumatic suspended knock- 
outs. A hoisting gear is attached and the device is 
said to be capable of emptying moulding boxes weigh- 
ing up to 12 cwts. in a few seconds. . 

Several core-making machines exhibited at the Fair 
included a core-shooting machine, type KS2, for the 
economical manufacture of small cores with quite 
complicated contours, and a core-extrusion machine, 
type KST40, for making round cores of 0.4-1.6 in. dia. 

Other machines exhibited included a flat magnetic 
separator for removing tramp-iron from moulding 
sand, a vertical coresand mixer, and a complete set of 
sand-testing apparatus, all produced, it may be men- 
tioned, in Leipzig. 


Other Notable Exhibits 


Deserving special mention were the exhibits of VEB 
Geisseri und Maschinenbau, “ Ferdinand Kunert,” near 
Dresden, which included a most impressive horizontal 
cold-chamber pressure-die-casting machine, type GDH 
200, which was shown in operation. This machine incor- 
porates a built-in oil-hydraulic individual drive, a 
hydraulic ejector and an electric control mechanism. 
Applying a closing force of 200 tons, it can produce 
aluminium pressure-die-castings of up to 84 Ib. weight. 
Next came a gravity-die-casting unit, type CKF2, which 
may be used for a wide range of operations. Here, 
the main components are an electric motor, a pressure 
oil pump, a hydraulic control-block operated by a 
hand lever and a pressure gauge attached to six 
hydraulic cylinders. The cylinders may be flanged to 
various different kinds of die equipment, to allow 
of these being worked oil-hydraulically. Using 
hydraulic cylinders with an internal diameter of 34 in., 
this chill casting unit will reach a closing force of 
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2 tons and a piston speed of 4 in. per second. 
final items worth special mention were a jolt/squeeze/ 
turn-over/draw moulding machine, type Wefomat 20, 
a jolt/squeeze/lift machine, type FRPIOA, with electro- 
automatic control mechanism and a plain jolter, type 
FR20, for use with moulding boxes of up to 21 by 


20 in. inside dimensions. The first of these has also 
been designed for operation with moulding boxes of 
21 by 20 in. inside dimensions, and is equipped with a 
pneumatic control-mechanism. Since its high efficiency 
can be fully exploited only when conveying plant is 
used for the transport of the moulding boxes and cast- 
ings, this machine was shown in conjunction with a 
plate conveyor. 


New Blast Furnace for SCOW 


The furnace in the illustration, one of the main items 
of plant to be installed under the Steel Company of 
Wales’ £52,000,000 development scheme, has a hearth 
diameter of 31 ft. and a working volume of 59,365 
cub. ft. It ranks by all accepted standards as one 
of the largest—if not the largest—blast furnaces in the 
world, and has an iron-making capacity of more than 
10,000 tons per week. The furnace was lighted up 
Mr. Harald Peake, chairman of the company, on May 
8. It is known as No. 5 furnace, is 248 ft. high and 
stands alongside the No. 4 furnace which commenced 
operation in January, 1956. The stockyard which 
serves No. 4 has been extended to cover both furnaces 
and now has a total capacity of 250,000 tons of iron 
ore. The new furnace is carbon-lined to lintel level, 
and in the hearth has carbon side walls with a 
refractory centre. 2,700 tons of steel were used for the 
construction of the furnace itself, and 390,000 bricks 
went into its lining. 
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Phrases like: never seen anything like it before! ; 
a truly marvellous show; why hasn’t it been thought 
of before?; a real business exhibition!; and others 
even yet more laudatory were being bandied among 
all-comers at the Foundry Exhibition which opened 
at Bingley Hall, Birmingham, last Thursday. Esti- 
mated at close on £1,000,000 worth of plant, equip- 
ment and supplies is on show, representing the 
products of more than 100 firms. Exhibitors include 
practically all those prominent in the UK foundry 
plant and supply business, in addition to several 
from overseas mainly represented through their 
UK agents. Visitors even on the first day topped 
the 500 mark; on Friday this number was more 
than doubled and, on Saturday, the total of more 
than 2,000 was registered. Already as one exhibitor 
said on Friday last—even if we take not one 
single order more the exhibition is a real success 
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Birmingham 


May 21 to 30, 


Sir Frederick Scopes officially declaring the Foundry Exhibition 

open on Thursday morning last. Supported by members of 

Council of the Foundry Trades’ Equipment and Supplies Asso 

ciation, he is speaking from the balcony overlooking the 
display stands. 


surpassing our most optimistic forecast. Praising 
the advance and current publicity* in the technical 
foundry journals and daily Press of the world for 
bringing so many real foundrymen together at an 
exhibition for the first time, spokesmen are unani- 
mous in acclaiming the Exhibition’s success as pro- 
viding a forum where technical problems of 
founders may be “ironed out” in free consulta- 
tion with suppliers. Many have learned of new 
and practical avenues for future exploitation of 
products and hundreds of founders have seen 
displayed just that gadget or labour-saving device 
they’ve needed for years. 


Official Opening 

Although the doors opened at 10 a.m. on Thurs- 
day, May 21, 11.30 a.m. was the time chosen for 
the inauguration by Sir Frederick Scopes. Here 
he officiated in his independent 
capacity as chairman of the 
Governors of the National 
Foundry College. The Exhibi- 
tion’s 100 stands have used up 
almost every available inch of 
Birmingham’s Bingley Hall and 
the scene is alike bright and 
businesslike, but not garish. 
Stands are neat and well 
designed, and the whole reficcts 
enormous credit on the organiz- 
ers — the Foundry Trades 





*A special issue of Founpry Trane 
Jouryal running to nearly 300 pages 
comprises the official Exhibition cata- 
logue and carries the background story 
of post-war UK foundry developments 





Part of Sir Frederick’s audience 
at the opening ceremony of the 
Bingley Hall Exhibition. 
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Equipment & Supplies Association and Herbert 
Daniel Exhibitions, Limited, who have carried out 
their plans. 

At the opening ceremony performed on the 
balcony in the Hall, Sir Frederick was supported 
by members of Council of the FTE&SA and 
other prominent foundry personages. After the 
brief formal declaration that the Exhibition was 
open, the whole party then toured the Exhibition, 
reassembling afterwards on the balcony for 
luncheon with the organizing committee and promi- 
nent members of the UK foundry industry. 

After the luncheon, Mr. Gavin Paterson officially 
welcomed the guests with whom he included civic 
representatives of the City of Birmingham and the 
presidents and other officers of foundry and kindred 
industries’ technical institutes and trade associa- 
tions. He gave a special welcome to Sir Frederick, 
quoting brief details of the positions he holds 
vis d vis the foundry industry, and singled out also 
for mention Mr. G. W. Ilsley, Master of the 
Worshipful Company of Founders. 

In his post-luncheon remarks, Sir Frederick pro- 
posed a toast to the success of the> Exhibition, 
expressing the hope that it could grow into an 
exhibition also of the products of founders. He 
stressed also the vital necessity for export potential 
of the industry to be fully realized in each of three 
main implications—export of foundry plant, of 
castings per se and those embodied in the exportable 
products of the UK’s great engineering industry. 
Finally, Sir Frederick congratulated all present 
on the spirit of optimism which pervaded the Exhi- 
bition and its good augury for the future. 

Mr. G. E. Lunt, immediate past-president of the 
FTE& SA, then moved a vote of thanks to Sir 
Frederick, referring to his enthusiasm for training 
and saying how pleased he was with the National 
Foundry Craft Training Centre exhibit. 


Friday Parties 


On the second day of the Exhibition, official 
parties of the Council and principal officers of the 
Institute of British Foundrymen and of the 
Worshipful Company of Founders were entertained 
to luncheon by the Exhibition organizers. Wel- 
coming the visitors on this occasion, Mr. Paterson 
named amongst them Mr. Ilsley, the Master of the 
Company; Mr. A. E. Peace, president of the IBF; 
Mr. C. H. Wilson, the senior vice-president, and 
Mr. G. Lambert, the national secretary; Mr. H. D. 
Pease, the local US “consul”; Mr. J. Jaggerroos, 
secretary of the Finnish Foundrymen’s Associa- 
tion; Mr. L. H. Durdin, immediate past-president 
of the American Foundrymen’s Society; Mr. T. 
Whitelaw, secretary of the Australia (Victoria) 
branch of the IBF, and Mr. J. W. Early, president 
of the American Foundry Facings Association. Mr. 
lisley replied to the welcome on behalf of the 
guests who later joined Mr. Paterson in a tour of 
the Exhibition. 

Good Augury 


On the Saturday, the numbers attending the 
Exhibition were swollen by numerou works parties 
from even as far afield as East Anglia, Yorkshire 
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The official party during their tour of the Exhibition 
after the opening ceremony watch a mould being 
made by students from the National Foundry Craft 
Training Centre on the stand allocated to the 
Council of Ironfoundry Associations. In the centre 
is Mr. G. W. Ilsley (Master of the Worshipful 
Company of Founders) with Mr. C. C.. Paterson, 
president FTE & SA, on his right, and on his left, 
Mr. K. Marshall (director, Joint Iron Council), Mr. 
F. D. Roper (instructor at the Centre) and Sir 
Frederick Scopes, in that order. 


and South Wales. It was also one of the official 
visit days for members of the Birmingham branch 
of the IBF—and they came along in strength, 
headed by their senior vice-president, Mr. M. M. 
Hallett, M.sc., and secretary, Mr. A. J. Crook. 

So far (that is up to Saturday evening when 
these notes were penned), nationals of the following 
countries have visited the exhibition: India, 
Pakistan, Sweden, Germany, France, Belgium, 
Holland, Italy, Spain, United States of America, 
Australia, Canada, Norway, Denmark, Eire, Japan, 
South Africa, Finland and Czechoslovakia. Surely, 
this is a wonderful augury for the Exhibition’s 
success all over the world when these “ ambassa- 
dors” tell their countrymen of the plethora of 
modern equipment and supplies on view. The 
Bingley Hall exhibition remains open until 6 p.m. 
each day up to and including Saturday, May 30. 
Those who read these words and have not visited 
the show and yet can do so are warned that this 
exhibition will go down into history as an unquali- 
fied success; they owe it to themselves to make the 
trip, even at the last minute. 





(A further report on the Exhibition will be printed after 
its conclusion). 
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Scandinavian Business 


More than 100 delegates from companies in the 
Midlands attended in Birmingham, on May 21, a con- 
ference convened by the Federation of British Indus- 
tries, the second in a series the central topic of which 
is an analysis of the reasons for the fall in Britain’s 
share of trade in Scandinavia, which has dropped since 
1954 from 19.5 to 16.3 per cent. Commercial coun- 
sellors from the British embassies in Sweden, Norway, 
Denmark and Finland have been recalled, together with 
FBI representatives in the Scandinavian countries, to 
give advice at the conferences, the first of which was 
held in London on May 20, and the last in Scotland 
on May 22. 

At the Birmingham assembly, Mr. C. A. Remfry, 
managing director of Fisher & Ludlow, Limited, 
Materials Handling Division, had the task of sum- 
marizing. He said that although British exports to 
Scandinavia had been held steady, because of the 
growth of markets, the UK share had fallen and that 
of the Germans had increased. If the British share 
had been maintained as a percentage of total imports, 
an extra £50,000,000 would have been earned and this 
would have provided about 30,000 more jobs in the 
UK. The problem was how could Britain recapture 
her former share of trade in Scandinavia, where the 
combined import bill of the four nations had grown 
between 1954 and last year from £1,652,000,000 to 
£2,028,000,000. 

Mr. Remfry went on to say that he believed the 
advances made by the Germans were due to their 
“export or die” outlook which had developed in post- 
war years while Britain became used to a seller’s 
market. The German effort was perhaps tailing off 
now as their trade unions became more assertive and 
costs rose along with rising living standards. Mean- 
while in the UK there was being developed a more 
realistic view of trade than existed five to ten years 
ago. He concluded by saying that it was impor- 
tant to remember the significance of selling British 
ideas in designs and patents and processes—as well as 
actual products. Intensive salesmanship by senior 
executives making personal visits to the Scandinavian 
countries was suggested as one of the first needs in a 
British trade drive. 
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Allied’s “ Ideas ” Competition 


Allied Ironfounders, Limited, 28, Brook Street, 
London, W.1, recently organized an “ Ideas * competi- 
tion in which entrants were invited to send in a new 
design for a Rayburn appliance, or to offer ideas for 
greater fuel saving, or to create an entirely new 
appliance for the Rayburn range. A second part of 
the competition asked for ideas on selling more of the 
appliances in the competitor’s district. The competition 
was open to all who worked for firms selling Rayburn 
goods. Entries were judged by a panel consisting of 
Mr. David Ogle, chairman, Mr. W. C. Moss, of the 
Coal Utilisation Council, and Mr. Gordon Wilson, of 
Smith’s Advertising Agency. 

Results of the competition recently announced are 
as follow:—The first prize of £100 for part one of the 
competition (new designs, etc.) was won by Mr. G, 
Fawcett (Henry Moat & Son, Limited, Newcastle-on- 
Tyne); the second prize, £50, went to Mr. L. Short 
(Wm. Dibden & Son, Limited, Worthing); and the third 
prize was won by Mr. R. Collison (Till & Kennedy, 
Limited, Manchester). Consolation prizes of £5 each 
were awarded to 15 runners-up. The first prize of £100 
for the best idea on how to sell more appliances was 
won by Mr. H. Sellers, whose business is in Blackpool; 
£50, the second prize, was awarded to Mr. N. D. 
Truckle (H. J. Knee, Limited, Trowbridge); and the 
third prize of £25 went to Mr. M. R. Green (J. Young 
& Company (Kennington), Limited, London, S.E.11). 
Fifteen runners-up won prizes of £5 each. 





Institute of Vitreous Enamellers 


Frigidaire, Division of General Motors, Limited, 
Stag Lane, London, N.W.9, are to be the hosts to the 
Southern section of the Institute of Vitreous Enamellers 
when members and guests of the Institute visit their 
works on June 3. Those participating will assemble at 
the Edgware Road entrance No. 1 gate at 2.30 p.m. 
Members are reminded that the latest date for receiving 
application forms by the secretary, Mr. L. E: Turner, 
Balbardie, Limited, 46, Kingsway, London, W.C.2, 





is Friday, May 29. 





Mobile Furnace Demonstration 


The illustration shows a trailer 
carrying a _ Sklenar_ furnace, 
which the American agents of 
the Cardiff firm of Sklenar 
Furnaces, Limited—the Inter- 
national Foundry Supply Com- 
pany of Reading, Pennsylvania, 
US—use for giving a 12-hr. 
demonstration of its potentiali- 
ties. In this country, the system 
is to offer a 14-day free trial. A 
letter from Mr. F. P. Golby, a 
director of Sklenar Furnaces, 
Limited, asks for an opinion as 
to which is the better system. 
The Editor thinks the American 
idea is the better, because of the 
element of novelty. Readers are 
invited to offer their own 
opinion by writing to Mr. Golby 
at 385, Newport Road, Cardiff. 





lirik: | Wed 
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ISI Translations 


From amongst the most recently published lists of 
translations available from the Iron & Steel Institute 
(4, Grosvenor Gardens, London, S.W.1), the following 
have been selected as being of interest to founders. 
The price quoted is that for single copies, postage 
extra, there being reductions for quantities ordered. 
Readers writing for translations, or for further informa- 
tion, should mention 7 JOURNAL when doing so. 


1153 Mayer, K. £., ef al.: “ Automatic Control of Basic Con- 
verter Heats.” Stahl u. Eisen, 1958, Nov. 13, pp. 1670- 
1676. (£3 15s.) 

1197 PETER, W., and w. Matz: ‘“ Transformation Characteristics 
of 12-14 per cent. Cr Steels” (with discussion). Arch. 
Risenhiit., 1957, Dec., pp. 807-823. (£9 10s.) (Abstract 
JISI, 1958, July, p. 292c: Metallographic and dilato- 
metric studies on steels with 0.07-2.07 per cent. C and 
12-14 per cent. Cr are reported. Magnetic saturation 
and hardness were also studied. Diagrams are given to 
show the transformation characteristics of steels with 
12-14 per cent. Cr with emphasis on the effects ot 
austenitization temperature and carbon_ content.) 

1202 WRZESINSKA, &.: “ Determination of Nitrides of Alu- 
minium, Silicon, Vanadium and Chromium in Carbon 
and Low-alloy Steels.” . . 
180-183. (£4.) (Abstract JISI, 1959, April, p. 413c: These 
experiments confirmed the observations of Beeghly and 
Urbain on the marked connection between the aluminium 
nitride content and the heat-treatment of such steels.) 

1215 PEPPERHOFF, W., and H.-J. BRACKSIECK: ‘“‘ Study of the 
Flame- temperature Radiation im an  Open-hearth 
Furnace.” Stahl u. Eisen, 1956, Nov. 1, pp. 1453-1456. 
(£3 5s.) (Abstract JISI, 1957, July, p. 364: The authors 
measured the flame tempergtures at various parts of a 
gas- or vil-fired O.H. furnace (system Maerz) by a new 
colour-brightness pyrometer that measures temperatures 
up to 3,000 deg. C. The error at 2,500 deg. C. is of the 
order of 1 per cent.: the response is not quoted. The 
authors claim that by use of the new pyrometer it will 
be possible to study the complete and complex radiation 
phenomena in O.H. furnaces at reasonable cost.) 

1251 DASCALU, 8.: “* Effect of Manufacturing Process upon the 
Nature and Amount of Non-metallic Inclusions in Steel.” 
Acad. Romine Met. Studii si Cercetari de Metalurgie 
(Bucharest), 1958 (1), pp. 39-52. (£5 15s.) (Abstract 
Chemical Abstracts, 1958, Oct. 10, column 16,145: The 
nature of the non- metallic inclusions in steel gives an 
indication of the mamufacturing process, as was found 
out by the study of 25 charges of killed steel which was 
produced in the basic open-hearth.) 

1254 koorz, t.: ;* Nitrogen Absorption of Iron.” Stahl u. 
Risen, 1959, Feb. 5, pp. 135-137. (£2 5s.) an... 
Different views expressed in literature. Own absorption 
tests on mild steel _in a Corundum crucible under lime- 
aluminate slags. Tests carried out with nitrogen, air 
and oxygen-enriched air_containing 35 per cent. O, and 
high purity nitrogen. Influence of the oxygen content 
in the metal on the rate of nitrogen absorption.) 

1286 STAUFFER, W., and A. KELLER: “ Austenitic Steel Castings 
for the Construction of Gas- and Steam-turbines.” 
Giesserei, 1958, April 24, pp. 229-239. (£6 10s.) (Contents: 
Uses and types. Creep behaviour. Notch impact strength 
and embriftlement. Welding. Necessary developments of 
austenitic hot strength steel castings.) 

1289 PARDON, L.: “‘ Microscopical Investigation of the Crystal- 
lization of Blast-furnace Slag.” Silikdt Svazek 
(Prague), 1958, vol. 2, pp. 176-181. (£1 10s.) Uabstract : 
Work at the Brno Research Institute is described. Slag 
samples were allowed to cool naturally, this being so 
ranid as to leave some vitreous phase on the surface 
with a nucleated region inside and a crystalline core. 
Photo-micrographs of these zones are given, illustrating 
the process of. crystallization. Ordinary and polarized 
light examination was used. The final stace is melilitic.) 

1294 werer, J.: “* Formation of Steam from Waste Heat and 
Efficiency. of Dust Removal from the Converter Waste 
Gases of a Water-cooled Converter Stack by Cyclones.” 
Stahl u. them. 1959, March 5, pp. 291-294. (£3.) (Sum- 
mary: Investigation of the thermal and dust problems 
of a water-cooled converter stack. Dust removal by 
evelones at the Réchling’sche Eisen-und Stahlwerke at 
Vélklingen. Cooling of converter waste gases as a _neces- 
sary condition for efficient dust, removal. Formation of 
steam in the cooling water circuit of the converter 
stack. Heat balance per minute and heat balance per 
average unit of time. Additional importance of water- 
canled stacks for the utilization of the waste heat. 
Efficiency of dust remoyal. Grain size classification of 
crnde-. cyclone-, and residual dusts. Efficiency of dust 
removing equipment. Iron and iron oxide content of 
the precipitated and residual dust.) 


Translations in course of preparation include:— 
1273 MARTINEZ, J. O.: “‘ Transmission of Ultrasonic Vibrations 






in Metals.” 
pp. 263-281. 
Form C 64.) 
1307 TEPOHL, W.: 
Enamelling.” Stahl u. Eisen, 1959, March 19, pp. 356-362. 


Inst. Hierro Acero (Madrid), 1958, Oct.-Dec., 
(Included in response to requests received— 


“ Recent Experience in One-coat White 


1312 KRACHTER, H.: ‘‘ Experience made with a 15-MeV Betatron 
in the Non- destonclive Testing of Steel Products.” Stahl 
u. Risen, 1959, April 2, pp. 419-426. 


The initials HB, etc., stand for the organization to 
which enquiries for translations should be made, 
quoting the reference numbers—addresses are quoted 
at the end of this item. 


US AEC-tr-3100 (Pts. I and II) ‘Uses of Radioactive 
Isotopes in Metallurgy, Symposium XXXIV. Parts I 
and II.” State. Sci. Tech. Publ. Lit. on Non-ferrous 
and Ferrous Metallurgy, Moscow, 1955. (Pt. I $4.00 and 
Pt. II $1.75.) These two parts were issued separately, 
but are catalogued as a unit. 

HB: 4337 APANAS’EVA, K. 1., and T. Pp. IvENTSOV: “ Flow Pat- 
tern in Continuous wx a Bessene.* Stal’. 1958, vol. 18, 
No. 77, pp. 599-604. ($7.7: 

CDS IT 2316 akutaGawa, T., et _¥ 
12 per cent. Chromium Steel. 
— ara, on the Ductility.” 
vol. No. 3, pp. 320-2. 

CDS IT air AKUTAGAWA, T., et. al.: “ Study of Heat-resistant 
12 per cent. Chromium Steel. V—Influence of Boron and 
Nitrogen on the Temper Hardness and Structure.” Tetsu 
to Hagané, 1957, vol. 43, No. 3, pp. 323-5. 

CDS IT 2318 akutaGawa, 17., et al.: “Study of Heat-resistant 
12 per cent. Chromium Steel. VI—The Properties of 
Carbides in the 12 er cont. “e resistant Steel.” Tetsu 
to Hagané, 1957, vol. No. 3, pp. 325-6. 

CDS IT 2305 aRKHAROV, V. . et al.: “* Lowering of the initial 
Martensite Transformation Temperature during the 
Partial Martensite Decomposition in the Cainite Region.” 
ning Metallov i Metallovedenie, 1956, vol. 3, No. 1 

». 62-65. 

CDS IT 2302 asano, £&.: “ Analysis of Segregalims in Heat- 
resistant Steels 16-15-6.” Tetsu to Hagané, 1957, vol. 
43, No. 12, pp. = — 

HB: 4456 AVERIN, Vv. al.: oe of Manganese on 
Activity amd Solubility of Oxyg in Liquid Iron.” 
Izvest. Akad. Nauk. SSSR. Otd. Telh. Nauk., 1956, Nov., 
No. 11, pp. 52-7. ($4.90.) 

HB: 4472 BALANDIN, V. N., and 8. 1. MANDEL’SHTAM: “ Possi- 
bility of _ Analyzing Steel for Alloying Elements in 
Electric Furnaces without Taking Samoles.” Zavods. 
Lab., 1957, vol. 23, No. 5, pp. 545-8. ($3.90.) 

HB: 4473 BOGDANDY, ~ VON, W. DICK and I. N. STRANSKI: 
” we of Steel Making.” Arch. Hisenhiit, 1958, vol. 

6, pp. 329-337. ($12.75.) 

iRSID T. MeaT DUKHIN, A. 1.: “Study of Crystallization of 
Steel and Cast Iron by Observation of Small Quanti- 
ties.” Phusico-chemical Bases of the Production of 
Steel, pp. 726-738. ’ pee 

CDS Ay 2322 BPIMOV, L. M., t al.: “* Production of Semi-killed 

teels.”” Stal’, 1958, ® 18. No. 10, pp. 885-890. 

Us AnGte 3439 ESIN, 0. A. and Pp. V. GEL’D: “ Physical 
Chemistry of Pyrometallurgical Processes. Part _— 
The Interaction. of Liquids with Gases and Solid Phan” 
State. Sci. Tech. Publ. Lit. on Ferrous and Non-ferrous 
Metallurgy, Sverdlovsk, Moscow, 1954. (Issued in two 
books, Bk. 1 p. 369 and Bk. 2 p. 307.) ($6.75.) 

ILB: 4360 Garvoronskit, et al.: ‘Impact Strength of Low- 
alloy Structural Steel SKhL-4 at Subzero Temperatures 
after Various Heat-treatments.” Metallov. Obra. Met., 
1958, Sent., No. 9, pp. 54-5.  ($2.00.) 

IRSID T 1042 GaRNYK, G. A., and A. M. SAMARIN: “ Influence 
of Certain Imovurities on the Properties of See 
Steel.” Phusico-Chemical Bases of the Production of 
Steel, vp. 560-569. 

IRSID T 1043 Gnucnev, s. M.: “ Method of X-Ray Examina- 
tion of Non-metallic Inclusions in Steel.” Phusico- 
Chemical Bases of the Production of Steel. ov. 633-644. 

TRSTD 916 Go.psntern, L. 3.: “ Nature of Reversible Temper 
+ ‘eames  “Metallov. i. Obra Met., 1956, No. 11, pp. 


IRSID’ T 1196 (in prenaration) GormKov: “ Dendritic Crvstal- 
lization. pp. 18-29 of Chan. I—Parameters of Crystalli- 
zation Determining Serregation. p. 73 of Chan. IT— 
Calculation of the Possible Degree of Dendritic Segrega- 
tion of Alloving Flements in a Steel Ingot. pp. 75-95 
of Chan. I11I—Qnuantitive Assessment of the Degree of 
Dendritic Segregation of Elements in Steel.” Dendritic 
Seareqation in Steel. Moscow, 1958. 

IRSID T 1204 (in prevaration) GULYAEV, B. B., and 0. N. MAG- 
n1Tzkt: “* Phvsico-chemical Processes of Solidification of 
Ingots.” Physico-Chemical Bases of the Production of 
Steel. Moscow. 1957, Pn; 659-683. 

MDF J 102 suwneanans. 8. “ Process and Apparatus for Con- 
tinuous Casting” "(1958). Order from MDF ($2.00). 
German Patent No. 941566. 1956, April. 

HB: 4353 KAMENETSKAYA, D. 8.: ffect of Pressure of Inert 
Gas Atmosphere in a Melting Furnace on Gas Content 


“Study of Heat-resistant 
IV—Boron and Nitrogen 
Tetsu to Hagané, 1957, 
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ISI Translations 


of Metal.” ene. 


Obra. Met., 1958, Sept., No. 9, 

pp. 27-8. ($2.6: 
CDS IT 2307 me A. 8., et al.: “ Investigations into 
the Optimum Thermal Process of the Open-hearth 


Furnace for the Production of Rimming Steel 


from 
a Pig-iron.”” Stal’, 1958, vol. 


18, No. 8, pp. 


HB: 1348. KIDIN, I. _N., BE. V. ASTAF"EVA, and A. N. MARSHALKIN: 


* Tempering Characteristics after pueuction Hardening.” 
Metallov. Obra. Met., —. + No. 9, pp. 2-12. ($9.50.) 
CDS IT 2321 Kissin, D. . ‘a Reheating of Sinter 
ame in Drum teers. a9 Stal’, 1958, vol. 18, No. 9, 


pp. 
CDS IT as03- KOVAL'CHUK, E. 1. 


hearth Refractory 
Stal’, 1958, vol. 


al.: “ Behaviour of Open- 


og during Oxygen Blowing.” 
18, No, 0, pp. 890- 


4399 KRIULIN, A. V.: ee “Between Some Sulfi- 
— bs and Iron or Steel.” Metallov. Obra. Met., 
1958, .. No. 10, pp. 58- r ( $3.80.) 

CDS IT 306° ae’ %, Ay Oe : “Rational Deoxidation of 


Ball-bearing Steels in ry y Open-hearth Furnace.” 
Stal’, 1958. vol. 18, No. 7, pp. 606-7 


IRSID T 1199 (in preparation) LOZOVSKI, I. M., A. 8. TSYNOVNI- 
KOV, and A. 8. LATZKaYA: “ Influence of Granulometry of 
oe Charge on the Quality of the Coke.” Stal’, 


No. 3, pp. — 

IRSID T 1048 L’usov, BB. “Physical. and Chemical 
Methods of Analysing the Kinetics of Solidification and 
of Structure Formation of a Metal Ingot.” Physico- 
Chemical Bases of the Production of Steel, pp. 739-748. 

IRSID T 1072 RYABCHENKOV, A. V., V. M. NIKIFOROVA. and V. F. 
ABRAMOVA: ‘ Method of Micro- electro, Chemical Study of 
a gg of a Metal under Tension.” Zavods. Lab., No. 

Feb., 1958, pp. 167-173. 

IRSID T1050 SARC-LABODNY, Yu. 0. Zagreb: ‘‘ Inhibition of 

Atmospheric Corrosion of Mild Steel with Sodium Ben- 


zoate.” Werkstoffe und Korrosion, 1957, Dec. 12, pp. 
738-42. 


Symbols for sources of Translations:— 

US-AEC: Office of Technical Services. Department of Com- 
merce, Washington 25, D.C.. USA. HB: enry Brutcher, 
P.O. Box 157, Altadena, California. CDS: Centre de Docu- 
mentation Siderurgique, 6, Rue de Lota. Paris 16. IRSID: 

-R.S.1.D., 185, Rue President- Roosevelt. St. | Germain-en- 
Laye (S-et-O), France. MDF orris D. Friedman _Inc., 
Foreign Technical Translations, 67, Reservoir Street. Need- 
ham Heights 94, Mass., USA 

The (American) Office of Technical Services publishes 
abstracts of all the articles in each issue of 141 Soviet 
periodicals. The abstracts are published on cards, and 
a set of cards for a single issue of any publication costs 
50 cents. The 141 periodicals are listed in LLU Trans- 
lations Bulletin, March, 1959, and re-printed below 
are the names of those of interest to foundrymen, with 
the annual subscription for each. Orders should be 
sent to OTS, US Department of Commerce, Washing- 
ton 25, D.C. Subscriptions begin on the date the order 
is received. No back issues are available. 


PB — re proizvodstvo (Foundry Practice). Monthly 


$6 
PB asi" 
tice). 


HB: 


ar. 
“Rtaleple vilnoe 


proizvodstvo 
Monthly, 


(Steel-casting 
$6 a year. 
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Publications Received 


Annuario delle Fonderie di Ghisa Italiane (Yearbook 
of the Italian iron foundries). Published by the 
Associazione Nationale delle _ Fonderie, via 
Bocchetto 2, Milan, Italy; price 5,000 Italian lire 
(approximately £3), plus postage. 

This yearbook, running to nearly 150 pages, is a 
mimeographed production and gives a most detailed 
picture of the ironfounding industry of Italy. There 
are diagrams for castings production and consumption 
in the industry; regional density of the consuming 
industries; production of cast iron in the European 
Economic Union, the United Kingdom and the USA, 
and the production per capita in these countries. This 
section is followed by a list of Italian iron foundries 
of which there are 543. On page 72 et seq. there is 
a series of tables showing what each foundry manu- 
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factures. The concluding contents cover conditions of 
sale; a list of the more important official specifica. 
tions; the membership of the European Fo undry 
Employers’ Association and the aims and objectives of 
Campfond—that is. the National consortium for 
the supply of raw materials and. pig-iron. 

It is a most useful book for anybody having business 
relations with the Italian foundry industry. 


Cloakroom Accommodation and Washing Facilities jn 
Factories. Published for the Ministry of Labour 
and National Service as ‘“ New Series, No. 5,” 
by Her Majesty’s Stationery Office, York House, 
Kingsway, London, W.C.2; Price 2s. 6d. net. 

Because of “ Regulations,” the iron and steelfoundry 
industry is fairly familiar with the subject of washing 
facilities, but soon it may be the turn of the non- 
ferrous section, and the reviewer suggests to the latter 
group that this booklet is well worth study. The 
suggested location, layout and types of installations 
are features of real interest to those embarking on this 
project. Of course, all factories have to provide 
washing facilities, and stress is laid on the advantages 
of making a good job of it. 


Review of Iron and Steel Literature for 1957, by Esther 
Cheshire. Published by the Carnegie Library of 
Pittsburg, Pittsburg, USA. 

There is a sub-title to this 60-page booklet which 
states that it is “a classified list of the more important 
books, serials and trade publications during the year.” 
The most important section is undoubtedly the lists, 
with prices, of technical publications issued by the 
American Government. 


House Organs 


Nickel Bulletin, April 1959. Issued by the Mond Nickel 
Company, Limited, a House, Millbank, 
London, S.W.1. : 

The April issue of the ‘Nickel Bulletin contains, in 
the section dealing with nickel, abstracts from papers 
on magnetic, oxidation and creep characteristics; in the 
following section attention is directed to literature on 
deposition of nickel from sulphamate solutions, 
methods of evaluating porosity in electrodeposits, and 
the effect of nickel plating on adherence of vitreous 
enamel. Items on properties and uses of non-ferrous 
alloys are followed by sections on nickel-iron alloys 
and nickel-containing cast irons. The literature on 
heat- and corrosion-resisting materials includes abstracts 
on the properties of relevant nickel-containing alloys 
and steels, new materials, corrosion testing, etc. 


Follsain-Wycliffe Newsletter, No. 21. Issued by 
Follsain-Wycliffe Foundries, Limited, Lutterworth, 
near Rugby. 


This issue announces that, following the retirement 
of Mr. Halloran as foundry manager, Mr. George 
Hawkins has been appointed production controller: 
Mr. Geoffrey Booth, foundry superintendent; and Mr. 
Harris Ward, foundry foreman. An interesting account 
is given of recent progress in quite extensive alterations 
to the works lay-out. 

Staveley News. 


Spring, 1959. Issued by the Staveley 


Iron and Chemical Company, printed at the Sheep- 
bridge Company, Limited, near Chesterfield. 

This issue announces that, in place of the conti- 
nental trip, which the company arranged for a selected 
group of its apprentices last year, a further group is 
this year to make a 1,000 mile trip to the large iron 
and steel works of England, Scotland and Wales. 
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Personal 


Mr. NoRMAN D. MarTuHie has been appointed assis- 
tant secretary of Johnson & Phillips, Limited. 


Mr. JoHN Kay, secretary of John Bromilow, Limited, 
brassfounders, Heywood (Lancs), has been elected to 
Heywood Town Council. 


Mr. D. N. GIFFORD, commercial manager, has been 
appointed a director of Birlec-Efco (Melting), Limited, 
Westgate, Aldridge, Staffordshire. 


Dr. CHARLES SYKES, managing director of Thos. 
Firth and John Brown, Limited, Atlas Works, Sheffield, 
is on a business visit to Canada and America. 


Mr. A. J. PeEEcH has been appointed deputy-chair- 
man of the United Steel Companies, Limited, in ad- 
dition to his present office of general managing director. 


Mr. G. B. R. Fermpen will be leaving the board of 
Ruston & Hornsby, Limited, later in the year. He has 
accepted the position of managing director of an 
engineering Company. 

Alderman ALFRED VERNON WOLSTENHOLME, a repre- 
sentative of Thos. Firth and John Brown, Limited, steel 
manufacturers, Sheffield, was installed as Lord Mayor 
of Sheffield on May 20. 


Mr. F. V. Brook, chairman and joint managing 
director of Brook Motors, Limited, Huddersfield, has 
been installed as president of the Leeds branch of the 
Incorporated Sales Managers’ Association. 


Mr. CaRGILL S. SANDEMAN has been appointed to 
the board of Mavor & Coulson, Limited, Glasgow, as 
engineering director with reference to production and 
development. He joined the company in 1945. 


Mr. R. A. GENTLES has been appointed director 
and vice-president in charge of the London office of 
Aluminium Union, Limited, from June 1. He will 
succeed Mr. J. C. MILNER, who is shortly retiring from 
the company. 

Mr. G. W. Quick SMITH, a full-time member of the 
board of management of British Road Services, has 
been appointed as a member of the general staff at the 
headquarters of the British Transport Commission, to 
fill the post of adviser (special projects). 


Mr. V. A. B. HuGues has resigned his position of 
chairman and from the board of Meters, Limited, Man- 
chester. Mr. P. D. M. Airp, Mr. W. K. Tate and 
Mr. A. G. BAZELL have been appointed directors, and 
Mr. Aird has become chairman of the board. 


Colonel A. DE CHIMAY, managing director of Prior 
Stokers, Limited, combustion engineers, Prior Works, 
London, N.7; has been appointed chairman in suc- 
cession to the late Mr. F. P. D. Scott. Major-General 
Sir Mites GRAHAM, K.B.E., C.B., becomes vice-chairman. 


Mr. J. A. Harpy, technical director of William 
Doxford & Sons (Engineers), Limited, Pallion, Sunder- 
land, has been presented with a silver tea service on 
his retirement from that office after 43 years’ service. 
He will continue his association with the company as 
a consultant. 


Mr. ALAN A. SIMONS, B.SC., has taken over the res- 
ponsibility for production and sales of all products of 
Colloidal Graphite, Limited, who have recently trans- 
ferred their head office from St. Dunstan’s Lane, 
London, E.C.3, to their works address at Bernard 
Lane, Sheffield, 2. : 


Mr. P. DENHAM CHRISTIE, managing director of the 
Walker-on-Tyne shipyard of Swan, Hunter, & Wigham 
Richardson, Limited, has been elected chairman of the 
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Tyne Shipbuilders’ Association in succession to Mr. C. 
STEPHENSON, a director and general manager of R. & W. 
Hawthorn Leslie & Company, Limited, Hebburn-on- 
Tyne. Mr. R. J. W. Rupkin, general manager of 
Vickers-Armstrongs (Shipbuilders), Limited, Walker- 
on-Tyne, is the association’s new vice-chairman. 


AMONGST VISITORS to the Foundry Exhibition, 
currently being held at Bingley Hall, Birmingham, 
were Mr. D. T. Greenhorn and his son, Mr. R. B. W. 
Greenhorn, directors of the Light-Castings (Pty.), 
Limited, of Boksburg East, Transvaal. The father is a 
native of Glasgow, a patternmaker by trade, who went 
to South Africa in 1931 and set up as a master pattern- 
maker. Then he started up what is now a mechanized 
foundry using British-made equipment. A second son 
studied at the National Foundry College, and is now 
the foundry metallurgist. 


The Iranian Minister of Industry and Mines, His 
Excellency SHARIF EMAMI, arrived in this country on 
May 25, for a two-weeks’ visit as the guest of the 
Board of Trade and the Advisory Council on Middle 
East Trade (ACMET). During this time he will meet 
the Minister of State, Board of Trade, Mr. John- 
Vaughan-Morgan, M.P., and senior officials of the 
Board of Trade, the Foreign Office, Treasury and 
Export Credits Guarantee Department; members of 
Her Majesty’s Government’s Advisory Council on 
Middle East Trade; and other representatives of British 
industry. He will also be shown a number of industries 
in which he is known to be especially interested. 





Obituary 


Mr. WILLIAM ANTHONY HoGaRTH, who was for 30 
years works manager of the Steel Company of Scotland, 
Limited, Glasgow, has died at the age of 84. 


The death has occurred of Mr. JoHN RoBerRT Hope, 
who retired last year after 30 years as general sales 
manager of the Lancashire Steel Corporation, Limited. 
He was 76. 


Mr. KENNETH BROOK, who died suddenly at his 
Jordans (Bucks) home last week, was a director of 
C.A.V., Limited, manufacturers of electrical and fuel 
injection equipment, of London, W.3, a subsidiary of 
Joseph Lucas, Limited. He was 55. Mr. Brook, who 
played a large part in the design and development of 
the first British double acting two-stroke oil engine 
for marine service, joined the technical sales staff of 
C.A.V. in 1937. He left for a while before rejoining the 
gas turbine division of Joseph Lucas, Limited. He went 
back to C.A.V. in 1953. 





Changes of Name 


Among companies which have recently changed 
their names are those listed below. The new titles 
are given in parentheses. 

Autoy Surraces, Limitep, 292, Worton Road, Isleworth, Middx 
(Metal Diffusions, Limited). ‘ 

VaRIFORM ENGINEERING, LimiteD, Fletchamstead Highway, 
Coventry (Variform, Limited). 

P.A.M., LimiteD, engineers, etc., of 28, Queen Anne’s Gate, 
London, S.W.1 (Perram, Limited). ; 

Catron & Company, Limitep, steelfounders, of 29, Chadwick 
Street, Leeds 10 (Weir-Catton, Limited). 

Honour Enotneertinc Company, Limitep, 103, Pears Road, 
Hounslow, Middx (Connell Prototypes, Limited). 

T. D. Too.s, Limited 17, Park Lane, London, W.1 (Inter- 
national Computors & Tabulators (Overseas), Limited). 

British TasuLaTiInG Macuine Company, Limitep, 17, Park Lane, 
London, W.1 (International Computors & Tabulators, Limited). 

Epceworth Textite Macnine Company, Limitep, 36, South- 


ampton Street, London, W.C.2 (Jones Automotive Components, 
Limited). 
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News in Brief 


THE PRICE quoted for aluminium bronze ingot A.B.2 
in the Price List in our last issue (p. 610) should have 
read £253 and not £190, the British Bronze & Brass 
Ingot Manufacturers Association states. 


THE BLACKNESS Founpry of Urquhart, Lindsay & 
Robertson Orchar, Limited, formerly associated with 
Fairbairn Lawson Combe Barbour, Limited, ‘engineers, 
—— Foundry, Leeds, closed down last week- 
end. 


SiR GRAHAM CUNNINGHAM, K.B.E., Chairman of Triplex 
Holdings, Limited, ironfounders, etc., Great Bridge, 
Staffs, announces that in future any employee com- 
pleting 45 years’ service will receive a gift of his own 
choosing. 


THE INSTITUTION OF GAS ENGINEERS is this week 
holding its ninety-sixth annual general meeting at 
Llandudno (May 26 to 29). An excellent programme 
of technical sessions and works visits has been 
arranged. 


THE FOUNDRY at the works of Thomas Smith & Sons 
(Rodley), Limited, crane manufacturers, Leeds, will be 
closed down at the end of July. Mr. W. H. Sharp, 
managing director, states that the closure is due to 
“ economics.” 


THE first “Dauphine” cars have left the F.A.S.A. 
plant at Valladolid, which has been manufacturing 
Renault “4-CV” for several years now. The initial 
production of 20-25 “ Dauphines ” is expected to rise to 
40 a day in the near future. Over 400 units have been 
delivered already. 


ROLLS-Royce, LiMiTED, Derby, issued a denial on 
May 21 that they were contemplating a bid for the 
No. 3 factory of Raleigh Industries, at Nottingham, 
as a replacement for the Mountsorrel, Leicestershire, 


factory which was recently extensively damaged in a 
£1,000,000 fire. 


_THE COMPLETION of a major extension to its titanium 
pigment producing plant at Grimsby is announced by 
the British Titan Products Company, Limited. Con- 
structed over two and a half years at a cost of 
£2,000,000, the new project brings the output of the 
company’s plant to 70,000 tons a year. 


ASHMORE, BENSON, PEASE & COMPANY, LIMITED, 
Parkfield Works, Stockton, have received a contract, 
worth more than £1,000,000, from Colvilles, Limited, 
Glasgow, etc., for the erection of new plant at their 
Ravenscraig Works, near Motherwell. The firm sup- 
plied similar plant for Colvilles in 1957. 


UNEMPLOYMENT IN SHEFFIELD is decreasing. The 
May figure, taken on May 11, was 2,736, a reduction 
of 255 in a month. Women’s unemployment was 735, 
an increase of 34; short-time workers were 1,272, a 
reduction of 527. Sheffield unemployment percentage 
is now 1.9-1.25 wholly unemployed and 0.55 tem- 
porarily stopped. 


A PRIVATE EXHIBITION featuring the properties of 
nickel, nickel-containing materials, the platinum metals, 
and spheroidal-graphite cast iron is being staged by 
the Mond Nickel Company, Limited, at the Cutlers’ 
Hall, Sheffield, from June 2 to 5. The exhibition will 
be opened by the Master Cutler, Mr. J. H. Neill, at a 
preview on June 1. 


J. C. BAMForD (Excavators), LIMITED, Lakeside 
Works, Rocester, exhibited three machines at the 
recent Hanover Trade Fair, in Germany. The firm 
received 26 orders for hydraulic earth-moving equip- 
ment from the Continent; the three machines on the 
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stand were also sold. 
has exhibited overseas. 


BECAUSE THE FOREMAN realized the danger and 
ordered the men to clear out, no one was hurt when, 
on May 20, a mould containing 25 tons of molten 
metal exploded at Millers Foundry, in London Road, 
Edinburgh. The molten metal was being poured into 
a mould when the hollow core bar of the mould 
became choked; trapped gases caused the explosion, 
Damage is estimated at several thousand pounds. 


A £40,000 orpeR for sand-handling plant for the 
Volvo car company’s foundry in Sweden was announced 
by an exhibitor at the Foundry Exhibition in Bingley 
Hall, Birmingham, on Friday, May 22. Acme Con- 
veyors, Limited, of Walsall and Glasgow, have been 
asked to deliver the equipment in seven months. Mr, 
W. Tait, chairman of the company, said the equipment 
would be designed at Walsall and built at Glasgow, 


A GENERAL MEETING of the Netherlands foundry 
technical association will be held on June 3 at the 
Esplanade, Utrecht. Two papers are to be presented 
both of German origin. The first is by Mr. H. Scholz 
on “ Men and Work in the Foundry” and the second 
by Mr. H. Bergman of the Badische Maschinenfabrik 
on “Mechanization and Automatization in _ the 
Foundry.” The meeting is to be presided over by Dr. 
E. M. H. Lips. 


SMETHWICK BRANCH of the Birmingham and District 
Industrial Safety Group is staging a recruitment cam- 
paign to encourage smaller firms in the area to be 
safety conscious. The branch already has a_ wide 
representation from local industry but Mr. F. B. White, 
chairman, said “‘ Many people think it is only the large 
firms which can afford the luxury of good safety stan- 
dards but it is a fact that the smaller firm cannot afford 
to be without them.” 


Humpureys & GLASGOW, LIMITED, London, S.W.1, 
has received a contract from Japan for the installation 
of two units of carburetted water-gas plant at Kana- 
zawa. The order, which was placed by the Okura 
Trading Company for the Kanazawa Gas Company, 
also covers a waste-heat boiler and ancillary equipment. 
The plant will be manufactured and erected in Japan 
by Humphreys & Glasgow’s licensees, Ishii Iron- 
works. The value of the contract is about £25,000. 


Two orpers for basic pig-iron totalling 20,000 short 
tons have been received from Japan by the Rhodesian 
Iron & Steel Company, Limited. As a result, both of 
the company’s blast furnaces at Redcliff will be work- 
ing at full capacity at least until September, states 
Barclays Bank D.C.O. This is the first time that an 
order for a significant quantity of pig-iron has been 
received from Japan. The company also has an 
American order from Manila for 3,000 short tons of 
basic pig-iron. 


DUE TO THE RECESSION in the heavy engineering in- 
dustry and, in particular, the reduced call for carriages 
and wagons by British Railways, Robert Hyde & Son, 
Limited, iron and steel founders, Chesterfield, has 
initiated a four-day week from the week-end of 
May 23. One hundred and thirty employees in the 
steel foundry are affected. At another Chesterfield 
firm, that of Arthur Green, Limited, founders, Old 


This is the first time the firm 


Whittington, workers who missed one full week have | 


now returned to normal working. 


No FEWER THAN 54 junior employees of Thos. W. 


Ward, Limited, Albion Works, Sheffield, sat the junior 
staff examination of the firm on May 25 
started by the founder of the firm, Mr. Thos. W. 


Ward, in 1903, when it was one of the earliest of its | 
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News in Brief 


kind in the country. The 3,000 employees who have 
now taken the examination, include the firm’s chair- 
man, the directors, and the company secretary. The 
examination was open also this year to female staff on 
a voluntary basis and 20 entered. 

A Rapier W.600 WALKING DRAGLINE supplied by 
Ransomes & Rapier, Limited, to the United Steel Com- 
panies at Scunthorpe, is nearing completion at the 
Yarborough Ironstone mine, Scunthorpe, where it is 
being erected by the engineering division of Newton 
Chambers & Company, Limited, Thorncliffe, Sheffield, 
with whom Ransomes & Rapier merged a year ago. 
It is expected to be ready for work in June. The drag- 
line weighs 790 tons and will carry a 10-cub. yd. bucket 
at 184-ft. radius and strip 15 tons at each bite. It is 
the second of its kind supplied by the firm to the 
United Steel Companies at Scunthorpe. 

IT WAS ANNOUNCED at the annual general meeting in 
Birmingham, on May 15, of W. Canning & Company, 
Limited, that two scholarships, one in industrial metal- 
lurgy the other in chemistry, are to be endowed at 
Birmingham University by the company. Mr. Frank 
H. Ewens, chairman of the company, said that the 
scholarships, each of the value of £750 a year, would 
be called the “Sir Ernest Canning Scholarships” to 
perpetuate the name of Sir Ernest with these sciences 
to which his long business life had been closely allied. 
It was also announced that Sir Ernest had been asked 
to accept the honorary title of president of the company 
in order to continue his association with the firm with 
which he had been connected for 66 years until his 
recent retirement at the age of 82. 





Training for Retirement 

Workers at the Darlaston (Staffs) factory of 
Rubery, Owen & Company, Limited, structural and 
manufacturing engineers, are to be trained for retire- 
ment in an unusual scheme. From the age of 50 
they can attend courses at which practical advice on 
the problems of retirement will be given. 

The idea, which came from Mr. J. P. Rainsbury, 
superintendent of the Sons of Rest workshop at the 
factory, was cordially received by the chairman, Mr. 
A. G. B. Owen, and a panel has been formed from a 
cross-section of employees from the shop floor, office, 
and management. Its first chairman is Mr. Owen’s 
daughter, Miss Grace Owen, a graduate of Birmingham 
University Department of Social Studies. 





METERS, LIMITED—Mr. P. D. M. Aird has been 
elected a director and chairman and Mr. W. K. Tate 
and Mr. A. G_ Bazell have been elected directors. 
Mr. V. A. B. Hughes has resigned the chairmanship 
and has left the board. -It was announced recently 
that the offer by Glover & Main, Limited, for the 
company’s preference and ordinary capital had been 
accepted in respect of over 90 per cent. of the issued 
capital. 

UNITED STEEL COMPANIES, LimMiITED—Mr. A. J. 
Peech, who will continue in his office of general 
managing director, has been appointed deputy chair- 
man. Mr. Peech succeeded the late Mr. Gerald Steel 
as general managing director in September, 1957. He 
is also a director of the British Iron and Steel Federa- 
tion’s trading companies, the British Iron & Steel 
Corporation, Limited, and BISC (Ore), Limited, and of 
Barrow Steel Works, Limited, the Butterley Company. 
Limited. McCaul & Company, Limited, the Steetley 
a Limited, and Tinsley Wire Industries, 

imited. 
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BTC Order for Brush Electrical 


Largest single order for main-line diesel electric 
locomotives yet placed with a private firm by the 
British Transport Commission has been awarded to the 
Brush Electrical Engineering Company, Limited, a 
member of Hawker Siddeley Industries, Limited. The 
order is for a further 75 Type-2 locomotives developing 
1,365 h.p. and capable of a top speed of 90 m.p.h. 

Total orders received by the company from the BTC 
now number 155 locomotives, all of which must be 
delivered before the end of 1960. They are designed 
and built by the company at Loughborough. Traction 
equipment is manufactured within the Hawker Siddeley 
Industries group and includes diesel engines by Mirr- 
lees, Bickerton & Day, Limited, turbo-chargers by 
Hawker Siddeley Brush Turbines, Limited, and electri- 
cal units by Brush Electrical Engineering. 

The order is part of a total placing by BTC for 130 
main-line diesel locomotives valued at more than 
£11,000,000. This brings the total number ordered to 
more than 1,000, about 160 of which are already in 
service. It is hoped that there will be nearly 500 by 
the end of the year. 

The 55 2,000 h.p. Type-4 locomotives are to be built 
by the English Electric Company, Limited, and all 
130 will have electric transmission in which the diesel 
engine is coupled to an electric generator to provide 
power for the electric traction motors driving the axles. 





Record Turnover for Lancashire 
Dynamo Holdings 


Group turnover and sales of Lancashire Dynamo 
Holdings, Limited, which is celebrating the 60th anni- 
versary of its formation as a company this year, 
established new records in 1958, states the chairman, 
Lt.-Col. G. S. Marston. “Increased competition is 
now being experienced, is*still likely to continue, and 
may become even more severe. We must, however, 
accept these competitive conditions as a challenge and 
I am confident that we are as well equipped to meet 
them as anyone in the industry,” he adds. 

Consolidated net current assets total £3,387,764 
(£3,226,219) and include £488,689 (£158,706) cash. 
Fixed assets amount to £1,880,094 (£1,756,994) and at 
the year-end there were outstanding commitments of 
£74,000. The group net profit of £396,796 goes 
against £382,721 and the dividend with a special interim, 
is effectively raised by 14 per cent. to 124 per cent. A 
one-for-three scrip issue is also proposed from reserves 
which exceed the issued ordinary capital. 





F. Perkins to manufacture Gas Turbines 


A range of industrial gas turbines from 50 to 
1,500 h.p., designed and developed by the Solar 
Aircraft Company, San Diego, California, is to be 
manufactured by F. Perkins, Limited, the Peterborough 
diesel engine manufacturers. Under its agreement with 
the American company Perkins will have the rights to 
exclusive licences throughout Europe, Africa, and the 
Commonwealth (excluding Canada) and will also act as 
sales representative for Solar gas turbines not in pro- 
duction at Peterborough. 

The agreement follows the acquisition by Perkins of 
the whole of the share capital of Sugg-Solar, Limited, 
London, S.W.1, which previously had a licence from 
the Solar Aircraft Company for the manufacture of 
the “Mars” gas turbine. The name of this company 


has been changed to Perkins Gas Turbines, Limited. 
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DALLOW LAMBERT 


Whatever you make, you make dust—and dust is danger- 
ous, expensive stuff. See us for dust—and get rid of it. 
There’ll be less waste, less wear—and healthier, happier 
work-people. 


‘ dust control equipment for industry 
DALLOW LAMBERT & COMPANY LIMITED, THURMASTON, LEICESTER. 


chere’s a resident Dallow Lambert man in your area. Would you like to see him? (Without obligation, of course.) 
See us at STAND No. I4 at the FOUNDRY EXHIBITION CRC7S 
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Raw Material Markets 
Iron and Steel 


Variable trading conditions govern the different 
types of foundries and, apart from the improvement 
in business at some of the light foundries, there is no 
appreciable change in the position which has ruled for 
some time past. The industry has been exceptionally 
quiet for a long time and most of the foundries are 
still in the doldrums. Those connected with the 
domestic utensil trade, however, are now better 
employed and able to show improved outputs on 
previous figures. The capacity of these foundries has 
been increased considerably by mechanization and the 
amount of work required to keep them fully employed 
is therefore much greater. 

The improvement already obtained, even if com- 
paratively slight, is welcome and hopes are entertained 
that this will continue. Other sections of the light- 
casting trade are not so busy; those catering mainly 
for the building trade are in need of more work and 
the use of alternative materials appears to be one 
reason for the scarcity of orders for castings. The 
jobbing foundries are fairly well employed, but not to 
the extent they would like to be, while the textile 
foundries show little signs of recovery. 

Overall the engineering and speciality foundries con- 
tinue the most favourably employed, a position they 
have been fortunate to occupy for some time. The 
usage of high-duty castings is much greater compara- 
tively than other types of castings, and the motor 
vehicle trade is still in the forefront. This industry 
continues to schedule freely for castings and the 
foundries supplying them are obtaining reasonably 
good outputs. In the heavy engineering and machine- 
tool trades business has not yet shown any appreciable 
incline from recent levels, which are much below 
previous tonnages. 

The present consumption and stock requirements of 
pig-iron are about on a par with recent demands. 
although there is a tendency for increased demands 
for low-phosphorus irons and, to a lesser extent, 
high-phosphorus grades. Hematite and refined irons 
are in moderate demand, and producers are short of 
orders. All users of pig-iron have no difficulty in 
covering for their requirements in the grades required, 
and the ease with which supplies can be obtained 
obviates the necessity for the foundries to keep stocks, 
apart from those which are essential for uninterrupted 
production. Demands from the foundries do not absorb 
fully current outputs, and with the rather heavy stocks 
which are on hand at most of the furnaces, supplies 
are available for export when orders can be obtained 
against the severe competition from overseas producers. 
The foundries are well provided with coke, and most 
types of scrap, as well as ganister, limestone and 
firebricks. 

Slightly better trading conditions prevail at the 
re-rollers and outputs at many of the mills continue 
to show some improvement. Many more orders, 
however, are required to enable them to work full-time, 
and many continue on a four-day working week. The 
demand for steel semis has shown some increase, 
which home steelworks have met easily. 


Non-ferrous Metals 


The copper market in London came to life last week 
after the Whitsun holiday period. Since then the price 
has advanced several points and the outlook indicates 
that the quotation has a better than even chance of 
maintaining its present level. 

There were several good reasons for the improve- 
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ment in this market. The US futures market has beep 
strong, there have been consistent rumours that the 
custom smelters’ price would be raised, the price of 
scrap has gone ahead to 26} cents, there have been 
hints that the Soviet block is showing interest, and 
finally, fears have returned concerning the possibilities 
of a strike in the US mining industry next month. Ajj 
these bullish influences were sufficient to push the Uk 
price ahead, notwithstanding a further increase ip 
copper stocks in LME warehouses and lack of any 
interest from the Continent. ; 


In the US the price structure—despite the rumours— 
is unchanged, with custom smelters quoting 32 cents 
and producers 314 cents a pound. Demand on the 
other side of the Atlantic is good and it is understood 
that sales of copper have been effected at up to 33 cents 
a pound. Producers report good business activity with 
June metal more or less sold out. 


Tin remains quietly steady, with demand satisfactory 
both in the UK and in America, where the price is 
going towards $1.04 a pound. In the UK demand is 
such that, but for the action of the -buffer stock manager 
in disposing of some of his stock, the price would be 
much higher. Even so, it is well clear of £780 a ton. 
Consumer interest is expected to abate somewhat in 
front of the International Tin Council meeting next 
month in Copenhagen. 


Lead is still a dull market in London, but the price 
of 12 cents a pound in the United States is firm. 
Reports are that the undertone is good and with offer- 
ings of scrap small and inventories low the present 
price level ought to hold. 


Zinc is a reasonably good market in London and in 
New York, where a change of price has been expected 
daily. It is now believed that no action in this regard 
will be taken until the steel negotiations over labour 
contracts is settled one way or the other. Meanwhile, 
demand for “Prime Western” from galvanizers has 
been strong and the automobile: industry has been in 
the market for special high grades. The US price is 
still 11 cents a pound. 





Suggestion Schemes in British Industry 


Interest in suggestion schemes has grown rapidly 
in British industry during the past few years and 
an opportunity to discuss with experts the value of 
suggestion schemes, examine the problems that arise 
in their administration, and hear about schemes that 
are running successfully in various companies is pro- 
vided by a one-day conference to be held by the 
Industrial Welfare Society on June 23. 

Speakers will include Mr. John Marsh, IWS director, 
Mr. C. T. Luker, personnel manager of Rotax, Limited, 
Mr. H. M. Kennedy, of the Mobil Oil Company, 
Limited, Mr. M. Pate, of Alfred Bird & Sons, Limited, 
and Mr. William Durham, head of the IWS informa- 
tion department. 

The fee for the conference, which will be held at 
the IWS headquarters, Robert Hyde House, 48, Bryan- 
ston Square, London, W.1, is £2 12s. 6d. for delegates 
from IWS member organizations and £3 3s. for those 
from non-members. 





IT IS REGRETTED that in last week’s leading article 
in the JOURNAL, owing to a lapsus memoria, it was 
stated that the “German Secretary of State argued that 
the only problem was that of the German mines ” when 
he actually referred to the Belgian mines. 
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‘Good Mornings’ begin with 


1,500 tons of very special steel 


F. H. Happold, distinguished indus- 
trial journalist, finds a story behind 
his morning shave 


A= BLADE weighs one-fortieth of an 
ounce. It is 4 to 5 thousandths of an 
inch thick. 

Yet all the razor blades made in a year by 
the Gillette factory on the Great West Road, 
Middlesex, use up over 1,500 tons of very 
special steel strip - nearly 50,000 miles of it ! 
Laid one on top of another, a year’s output 
of blades would make a stack 25 times the 
height of Mount Everest ! 

Automatic machinery — covering acres of 
floor — punches, hardens, tempers, lacquers, 





F.H. HAPPOLD For most of his working life F. H. 
Happold has been a journalist writing mainly on 
economic, industrial and financial subjects. 

He has studied the British industrial scene from 
almost every angle over 25 years, and believes he 
recognises outstanding business efficiency when he 
comes across it. 





prints, grinds, strops and hones the blades 
all day long. And the steel for this rapid 
continuous production must be as flawless 
as the finished blade. It must be absolutely 
uniform. 

At one time the supply of this special 
razor blade steel came from abroad. But a 
Stocksbridge steel firm tackled the job of 
producing it and quickly became master of 
the intricate technique. 


NOW IT’S EARNING DOLLARS 


Mr. J. F. Kayser, hard-headed North country 
Gillette metallurgist, was emphatic : “‘ There’s 
no better razor blade steel in the world than the 
special steel made in Britain.” 

So good is the British product that even in 
America the use of British razor blade steel is 
increasing, thus adding to our dollar earnings. 

How was it done? In terms of plant, it meant 
brand new electric furnaces, rolling mills, 
instruments and so on, with new buildings to 
house them. It meant a major research effort. 
Above all, it called for the closest collaboration 
between experienced steelmakers and the 
experts in razor blade manufacture. 


NOT JUST RAZOR BLADES... 


The morning shave is but one of the thousands 
of ways in which special steels enter our daily 
lives. We use them in vacuum cleaners, washing 
machines, typewriters, motor cars, hair clips, 
needles and scissors — and a host of other every- 
day objects. Each one has probably called on 
the specialised knowledge and devotion of 
teams of technologists and skilled workers in 
both the steelmaking and manufacturing firms. 

Britain needs the accumulated wisdom and 
diverse abilities of every one of her three 
hundred and more steel companies. Without 
their ready, informal co-operation with steel 
users, industrial progress would grind to a halt. 





This personal report was invited by the British Iron & Steel 
Federation, which believes that everyone in Britain should 
know the facts about steel and about the men who make it. 





640 


FOUNDRY TRADE JOURNAL 


MAY 28, 1959 


Current Prices of Iron, Steel, and Non-ferrous Metals 


(Delivered unless otherwise stated) 
May 27, 1959 


PIG-IRON. 

Foundry Iron.—No. 3 Iron, Cuass 2: Middlesbrough, 
£21 68. Od.; Birmingham, £20 18s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 
£23 17s. Od., delivered Birmingham. Staffordshire blast- 
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si), d/d within 60 miles of Stafford, 
£24 1s. 3d. 

Scotch Iron.—No. 3 foundry, £25 3s. 6d., d/d Grange- 
mouth. 

Cylinder and Refined Irons.—North Zone, £25 19s. 0d.; 
South Zone, £26 ls. 6d. 

Refined Malleable.—P, 0.10 per cent. max.: North Zone, 
£27 68. 6d.; South Zone, £27 9s. Od. 

Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
» cent.: N.-E. of England (local iron), £25 6s. 6d.; 

cotland (Scotch iron), Zone 8.1, £25 13s. Od.; Sheffield, 
£26 15s. Od.; Birmingham, £27 4s. 0d.; Wales (Welsh iron), 
£25 6s. 6d. 

Basic Pig-iron.—£20 3s. O0d., delivered Staffs, Derbyshire, 
Notts, Lincs, Rutland, Northants, and Leics. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over).—45 per cent. Si, 
£Al Os. Od. to £43 10s. Od., scale 15s. Od. per unit; 75 per 
cent. Si, £56 10s. Od. to £60 10s. Od., scale 15s. Od. to 
166. Od. per unit. 

Ferro-vanadium.—50/60 per cent., 22s. 6d. per lb. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 10d. 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., 2-3 per cent. Cu, 
£250 Os. Od.; 38/40 per cent., commercially carbon-free, 
£287 Os. Od. 

Ferro-tungsten.—80/85 per cent., 8s. 9d. per lb. of W. 

Tungsten Metal Powder.—98/99 per cent., lls. 9d. per 
Ib. of W. 

Ferro-chrome (6-ton lots and over).—4/6 per cent. C, 
£77 Os. Od. to £81 Os. Od., basis 60 per cent. Cr, scale 
26s. Od. to 27s. 6d. per unit; over 6 per cent. C, £74 10s. Od. 
to £77 10s. Od., basis 60 per cent. Cr, scale 268. Od. to 
27s. 6d. per unit; 2 per cent, C,* ls. 73d. to 1s. 104d. per 
Ib. Cr; 1 per cent. C,* 1s. 8d. to 1s. 11d. per lb. Cr; 0.15 
per cent. C,* 1s. 9d. to 2s. Od. per lb. Cr; 0.10 per cent. 
C,* 1s. 94d. to 2s. O}d. per lb. Cr; 0.06 per cent. C,* 1s. 93d. 
to 2s. O$d. per lb. Cr. 

Metallic Chromium.—98/99 per cent., 6s. 10d. per Ib. 

Metallic Manganese.—94/96 per cent., carbon-free, 
£245 Os. Od.; 96/98 per cent., £275 Os. Od. 

Ferro-columbium.—65/72 per cent., Cb -+ Ta, 19s. 9d. 
per lb., Cb + Ta. 


Ferro-manganese (standard).—78 per cent., £69 10s. Od. 


SEMI-FINISHED STEEL 


Re-rolling Billets, Blooms, and Slabs.—Basro: Soft u.t., 
£32 16s. 6d.; tested, 0.08 to 0.33 per cent. C, £33 15s. 6d.; 
hard (0.41 to 0.60 per cent. C), £34 17s. Od.; silico-manga- 
nese, £43 16s. 6d.; free-cutting, £36 14s. 6d. SrmmEns 
Mastin Aorp: Up to 0.25 per cent. C, £41 1s. Od.; silico- 
manganese, £44 4s. Od. 





* Average 68-70 per cent. 


Billets, Blooms, and Slabs for Forging and Stamping— 
Basic, soft up to 0.33 per cent. C, £38 10s. Od.; basic hand, 
over 0.41 up to 0.60 per cent. C, £39 12s. 6d.; acid up to 
0.25 per cent. C, £43 4s. Od. 


|FINISHED STEEL - 

Heavy Plates and Sections.—Ship plates (N.-E. Coast), 
£42 2s. Od.; boiler plates (N.-E. Coast), £44 128. Od.; floor 
plates (N.-E. Coast), £43 lls. Od.; angles (N.-E. Coast), 
£39 16s. 6d.; joists (N.-E. Coast), £39 12s. 6d. 

Small Bars, Sheets, ete.— Rounds and squares, under 3 in., 
and flats 5 in. wide and under, untested soft basic, 50 tons 
and over, £40 0s. 6d.; under 10 tons to 4 tons, £40 18s. 0d.; 
under 4 tons to 2 tons, £41 3s. 0d.; hoop and strip, coils, 
£39 ‘Os. Od.; uncoated strip mill coils, hot rolled, under 
3mm. to 12g., £44 16s. Od.; black sheets (hand mill), 24g, 
£58 14s. 6d.; galvanized corrugated sheets, 24g., £67 10s. 0d. 

Alloy Steel Bars.—1 in. dia. and up: Nickel, £68 10s. 0d.; 
nickel-chrome, £99 lls. Od.; nickel-chrome-molybdenum, 
£111 19s. Od. 

NON-FERROUS METALS 

Copper.—Cash, £240 15s. Od. to £241 Os. Od.; three 
months, £239 10s. Od. to £239 15s. Od.; settlement, 
£241 10s. Od. 

Copper Tubes, etc.—Solid-drawn tubes, 2s. 4d. per lb.; 
rods, 257s. Od. per cwt. basis; 20 s.w.g., 292s. Od. per owt. 

Tin.—Cash, £785 Os. Od. to £785 10s. Od.; three months. 
£784 10s. Od. to £785 Os. Od.; settlement, £785 10s. 04. 

Lead (Refined Pig).—Second half May, £69 15s. 0d. 
to £69 17s. 6d.; second half August, £71 0s. Od. to £71 2s. 6d, 

Zine.—Second half Mhy, £79 2s. 6d. to £79 7s. 6d,; 
second half August, £77 5s. 0d. to £77 7s. 6d. 

Zine Sheets, ete.—Sheets, 15g. and thicker, all English 
destinations, £115 0s. Od.; rolled zinc (boiler plates), all 
English destinations, £102 15s. Od.; zinc oxide (Red Seal), 
d/d buyers’ premises, £92 10s. Od. 

Brass Tubes, etc.—Solid-drawn tubes, ls. 10jd. per Ib.; 
sheets to 10 wg., 203s. 6d. per cwt.; wire, 2s. 82d.; rolled 
metal, 203s. 6d. per cwt. 

Brass (Brazing).—BS1400, B3 (65/35), £156; B6 (85/16), 

207. 

Brass (High Tensile)—BS1400, HTB1 (30 tons), £189; 
HTB2 (38 tons), £206; HTB3 (48 tons), £213. 

Gunmetal.— BS1400, LG2 (85/5/5/5), £196; LG3 (86/7/5/2), 
£204; G1 (88/10/2/4), £259; (88/10/2/1), £245: 

Phosphor Bronze.—BS1400, PB1 (AID released), £292 
per ton. 

Leaded Phosphor Bronze.—BS1400, LPB1 (1060), £214 
per ton. 

Phosphor Bronze Strip, ete.—Strip, 296s. 3d. per owt.; 
wire, 4s. 1§d. per lb.; rods, 3s. 43d.; tubes, 3s. 43d.; chill 
cast bars: solids 3s. 44d.; cored 3s. 54d. (CHARLES CLIFFORD, 
LIMITED.) 

Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide xX 
0.056, 3s. 9$d. per lb.; round wire, 10g. in coils (10 per 
cent.), 4s. 23d.; special quality turning rod, 10 per cent., 
4 in. dia., in straight lengths, 4s. 13d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 3d. per Ib. 
Antimony, English, 99 per cent., £190 0s. Od. Quicksilver, 
ex-warehouse, £77 10s. Od. Nickel, £600 0s. Od. Aluminium, 
ingots, £180 0s. 0d.; aluminium bronze (BS1400), AB1, £234; 
AB2, £246. 
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Increases in Capital 


Quick1HoO ENGINgERING, Limitep, London, S.W.18, increased 
py £19,900, in £1 ordinary shares, beyond the registered capital 


f £100. 
o  DURATUBE & Wise, Limitep, London, W.1, increased by 
im £1 ordinary snares, beyond the registered capital 


11,000, 
of £25,000. 

B.K. EnGingeninc Company, Limited, London, S.E.25, in- 
creased by o— in £1 ordinary shares, beyond the registered 
capital of £ 

WELL WINCH ENGINEERING, Limitep, London, E.C.2, increased 
by £15,000, in £1 ordinary shares, beyond the registered 
capital of "£10,000. 

LercowortH SHeer Merats, Limitep, Letchworth (Herts), in- 
creased by £45,000, in £1 ordinary shares, beyond the regis- 
tered capital of £5,000. 

KestkeL ENGIngeRinG Company, Limitep, Stanmore (Middx), 
increased by £15,000, in £1 ordinary shares, beyond the regis- 
tered capital of £10, ‘000. 

NotsA ENGINEERING Company, LimiteD, Aston-on-Trent, near 
Derby, increased by £60,000, in £1 ordinary shares, beyond the 
registered capital of £40,000. 

JoHN HALL Son (OLDHAM), LimiteD, ironfounders, etc., of 
Oldham, increased by £120 ee = £1 ordinary shares, beyond 
the registered capital of £30,0 

STOCKHOLDING & STEEL Consrnvensen, LimiteD, Aldridge 
(Staffs), increased by £12,000, in £1 ordinary shares, beyond 
the registered capital of £8,000. 

Wiuiam E. Donn, Limirep, metal merchants, etc., of Wed- 
nesbury (Staffs), increased by £150,000, in 2s. shares, beyond 
the registered capital of £150,000. 

Cuaries D. Hotmes & Company, LimiteD, engineers and 
jronfounders, etc., of Hull, increased hed £241, 886, in £1 shares, 
beyond the registered capital of £100 
Mera, Dirrusions, Limitep (formerly “Alloy Surfaces, Limited), 
Isleworth (Middx), increased by £40,000, in £1 ordinary shares, 
beyond the registered capital of £10,000 
Minnesota Mininc & MANUPACT RING Company, LIMITED, 
London, W.1, increased by £1,000,0 _% - 5s. ordinary shares, 
beyond the registered capital ‘of £1,000,000. 

BatAKKANG (CHAD), LIMITED, engineers, etc., 
E.C.2, increased by £19,900, in 9,950 ““A” and 
shares, beyond the registered capital of £100. 


of fangen. 
9, 950 “B” 
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Bioxwich Lock & Stampine Company, Bloxwich, 
near Walsall (Staffs), increased by £200,000, in £1 ordinary 
shares, beyond the registered capital of £100,000. 

SYMONDS ENGINEERING Company, LimiteD, sant (Herts), 
increased by £30,000, in 60,000 “A” and 540,000 “ B” shares 
of 1s. each, beyond the registered capital of £40,000. 

Brapuey & CRAVEN, LIMITED, engineers, ironfounders, 
machinists, etc., of ‘Wakefield, increased by 000, 
ordinary shares, aaeee the registered capital of £130, 000. 

Fraser & E.tis, LimiteD, ironfounders’ and engineers’ mer- 
chants, etc., of London, 8.W.3, increased by £20,000, in £1 
ordinary shares, beyond the registered capital of £10,000. 

Easteksrook, ALUCARD & COMPANY, LimiteD, engineers, tool 
manufacturers, etc. ., Of Sheffield, increased by £270,000, in £1 
ordinary shares, beyond the registered capital of £110,000. 

Mannex (LONDON), LimiteD, importers of iron and steel pro- 
ducts, etc., of London, 8.W.1, increased by £14,000, in £1 
ordinary shares, beyond the registered capital of £ £6,000. 

a Smith SMiTHiite, Limited, electrical and mechanical 

ineers, etc., of Birmingham, increased by £20,000, in £1 
rdinary shares, beyond the registered capital of £10,000 

"C. R. Tieptnc & Company, LimiteD, mechanical and general 
engineers, etc., of Leeds, increased. by £4,000, in £1 “B” 
ordinary shares, beyond the registered capital of £20,000. 


. T. Rotrnwett & Company, Limitep, boilermakers, iron- 
founders, etc., of Church (Lancs), increased by £100,000, in 
£1 ordinary shares, beyond the registered capital of £150,000. 

Eastern Smettinc Company, Limitep, London, E.C.4,_in- 
<reased by £900,000, in 84,000,000 “A ” ordinary and 132, 000, 000 
sear shares of 1d. each, beyond the registered capital of 

Sypney Smith & Sons (NottrneHaM), Limited, brassfounders 
and finishers, steam gauge manufacturers, etc., of Nottingham, 
increased by £250,000, in £1 shares, beyond the registered 
capital of £250,000. 

ORMALIZED Bouts, LimiteD, Darlaston (Staffs), increased by 
£195,000, in 6d. ordinary shares, beyond the registered capital 
of £5,000. All the 6d. ordinary shares have been consolidated 
into £1 ordinary shares. 

Jack OLDInc & Company (Scotian), Limitep, manufacturers 
of earthmoving, roadmaking. and_other industrial machinery 
and equipment, etc., of London, E.C.3, increased by £100,000, 
ostee, ordinary shares, beyond the registered Zapital of 


LiMiTED, 


and 
£1 
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Company News 


ARMSTRONG WHITWORTH (METAL INDUSTRIES), LIMI- 
TED—A final dividend of 74 per cent. makes 10 per 
cent. (same) for 1958, on capital increased by a two- 
for-five scrip issue, representing an effective increase 
of 2$ per cent. Consolidated net profit is £205,618 
(£219,206). 


THOMAS BLACKBURN & SONS, LIMITED, construc- 
tional engineers and ironfounders, of Preston (Lancs)}— 
Representatives of the trade creditors of the company 
have decided to recommend that their principals grant 
a moratorium in respect of current indebtedness for a 
period of 12 months. 


C. C. WAKEFIELD & COMPANY, LIMITED, manu- 
facturers of lubricating oils and equipment, etc., of 
London, W.1—Group net profit in 1958 expanded to 
£1,467,035 (£913,163). The dividend is increased from 
the equivalent of 2s. O3d. to 2s. 3d. per 10s. unit, 
with a final of 1s. 6d. per unit. 


HEAD, WRIGHTSON & COMPANY, LIMITED, engineers 
and ironfounders, of Thornaby-on-Tees (Yorks)}—The 
final dividend is being raised by 24 per cent. to 15 
per cent., making 20 (174) per cent. for the year to 
January 31, 1959. Group trading profit on completed 
work increased to £1,815,173 (£1,735,422). 


JoHN LySAGHT, LIMITED, wholly-owned subsidiary of 
Guest, Keen & Nettlefolds,, Limited, and a holding 
company for a number of engineering concerns—Group 
net profit is £1,946,630 for the 53 weeks’ period against 
£1,435,743. Group trading surplus was £3,960,247 
(£2,823,487). The ordinary dividend absorbs £1,300,000 
(£950,000). 


BRITISH PORTLAND CEMENT MANUFACTURERS, LIMITED 
—An increased dividend and a 25 per cent. scrip issue 
are announced. A second interim dividend of 1s. 3.6d. 
is declared, making 1s. 9.6d. per £1 unit for 1958, 
against Is. 6d. per share, and there is a special interim 
of 2.4d. per unit. Group trading surplus is £4,309,784 
(£3,852,877). 


Le GRAND, SUTCLIFF & GELL, LIMITED, well drillers 
and oilfield equipment manufacturers and founders, of 
London, S.W.i—There is no ordinary dividend for the 
year 1958 (same for previous 15 months). Net loss was 
£46,001, compared with a profit of £56,800 for 
15 months, after crediting tax recovered £20,010 
(charge £69,526). 


BRITISH THERMOSTAT COMPANY, LIMITED—The distri- 
bution is raised from 30 per cent. to 35 per cent. for 
the year ended January 31, 1959, with a final dividend 
of 224 (174) per cent. and a bonus of 5 per cent. (same) 
on the £480,000 ordinary. A one-for-one scrip issue 
is also proposed. Group net profit of £441,160 com- 
pares with £387,433. 


INTERNATIONAL NICKEL COMPANY OF CANADA, 
LIMITED—The interim report for the three months 
ended March 31, 1959, shows net earnings at 
$(US)16,984,000, equivalent to $1.16 a common share. 
This compares with $12,123,000, or 83 cents a share, 
for the corresponding quarter last year and $9,344,000, 
or 64 cents, for the fourth quarter of 1958. 


Beck & Company (METERS), LimiTED—The. final 
dividend is being raised from 15 per cent. to 174 per 
cent., making 25 (204) per cent. for the year ended 
March 31, 1959. Net profits were £123,184 (£96,013) 
after tax of £125,451 (£104,462). The subsidiary com- 


pany was acquired during the year and the 1957-58 
results are those of the parent company only. 


W. G. ALLEN & Sons, (TIPTON), LimiTeED, colliery 
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and railway engineers, etc., of Tipton (Stafi;}—The 
company has purchased for cash Fourways (En-ineers) 
Limited, manufacturers of portable and fixed con- 
veyors, of Thornwood Common, Epping (Essex). This 
acquisition, it is stated, will help to strengthen the 
interest the company has in mechanical handling, 


THOMAS MARSHALL & COMPANY (LOXLEyY), LImiTEp, 
manufacturers of fireclay refractories, of Loxley, near 
Sheffield—Robert Benson, Lonsdale & Company an- 
nounces that arrangements are nearing completion for 
an application to the Sheffield Stock Exchange for 
quotation for the issued preference and ordinary capital 
of the company. It is intended that Robert Benson, 
Lonsdale will place a proportion of both the preference 
and ordinary, the brokers being J. W. Nicholson & 
Sons, of Sheffield. 


JoHN I. THoRNycROFT & COMPANY, LIMITED, ship 
builders and repairers and engineers, of London, S.W,| 
—The directors have decided not to pay an interim 
dividend on the ordinary shares for the year to July 
31, 1959. For 1957-58 there was a total of 74 per cent, 
plus a tax-free capital profits distribution of 1 per cent. 
Transport Equipment (Thornycroft), Limited, continues 
to operate at a loss, the directors state. The South- 
ampton ship building and repairing and engineering 
work continues to show good results. 

DuNLoPp RUBBER COMPANY, LIMITED—Total sales 
of the group increased by 5 per cent. to £243,000,000 
in 1958, but due to increasingly severe competition, 
both at home and oversea, the profit margin, before 
tax, declined from 5.4 per cent. to 5 per cent. Taking 
price changes into consideration, the directors state, 
the overall sales volume was 7 per cent. higher. Group 
net profits, after £211,000 (£260,000) for the estimated 
increased cost of replacement of fixed assets in the 
UK, rose from £5,025,605 to £5,797,515, and the 
dividend is raised 24} per cent. to 164 per cent. 


WORTHINGTON-SIMPSON, LIMITED, manufacturers of 
pumps and pumping machinery, condensing plant, etc., 
of Newark (Notts)—Trading profits expanded to 
£1,148,387 (£1,101,567), due to a certain extent to 
long-term contracts reaching fulfilment. No major 
contracts are scheduled for completion in 1959 and in 
all probability in 1960, and the chairman, Sir Samuel 
Beale, points out that less favourable trading conditions 
must be anticipated, though he looks to the future 
“with every confidence.” Net profit is £543,759 
(£493,095) and the dividend is 17} per cent. (15 per 
cent. equivalent). 


Recent Wills 


Mines, S. M., a director of Highfield Gear & 
Engineering Company, Limited, Huddersfield 


Pearson, Lt.-Cov. N. G., chairman of the Beeston 
Boiler Company, Limited, Beeston (Notts) ... £393,667 


Satter, GiBert, a director of T. E. Salter, Limited, 
engineers and ironfounders, of Tipton (Staffs) ... 


Lawson, Str Diesy, formerly chairman of Fairbairn 
Lawson Combe Barbour, Limited, textile 
machinery manufacturers, etc., of Leeds ... 


James, ArtHUR, former assistant general manager 
of the Monmouthshire branch of Richard Thomas 
& Baldwins, Limited, and former chairman o 
Newport Harbour Commissioners me : aie £4,679 


Prestwicu, W._C., chairman of the Gosforth Found 
Company, Limited, Dronfield, and William Pres 
wich & Sons, Limited, public works contractors, 
etc., of Dronfield ..._ ... . a 


RowartH, Frep, executive director and general sales 
manager of the Lockheed Hydraulic Brake Com- 
pany, Limited, group of companies, of Leaming- 
on Spa (Warwickshire) ... 0... 0s. ee aes 


£18,551 


£26,843 


£23,454 


£37,240 


£23,274 
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